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GATE INSPECTION CHECKLIST - CYCLE 5 FLOAT OUT
Per spec 2.13.6.4 and PCF O&M 1.1.3 G (h)

FPROJECT: SR 520 PONTOONS
DATE: 3/12/2015
KB @6: Michael Schmidt & Josh Norquist
WSDOT: Dane Marbut
KPFF: Trevor Lightly
HNTB: Not Present
RA: Doug Brinius - O'Neill
WELD INsFEBTOR: Juan Martinez - Krazan, Arthur T. Perkinson - Pacific Testing & Inspection

PAINTING Services: Long Painting - Dave Barrett

ITEM # DESCRIPTION NOTES

- Few new radom corrosion spots on the barrier wall face and at stiffener welds the size of a dime on average.
- Random spots smaller than a quarter on average on dry side of gate corroding. Mostly bottom of T1.

- Seal stops in proximity to the stainless steal seal clamps and jamb bearing plates have minimal corrosion.

1 Gate Coating System - Truss members on dry side are scratched and chipped from the abrasion of the gate rigging.

- Surface rust, algae and sediment evident on dry side where intermediate seals leak.

- KG cleaned prepped areas to paint. Long Painting sandblasted, primed and painted.

- Some areas sandblasted would expose loose orginal paint.

Gate Truss Members & . . .
n ) - Members and conenctions have no evident issues.
Connections

" Gate Barrier Wall - Reference KG inspection report pictures for locations.

- UHMW bearing pads are not cracked but were manufactured less thick by approximately 3/4".1/4" of gap remains.

v UHMW Bearings . . .
- No other damage to connections or excessive wear. Normal wear evident.

- No damage to connections, cracks, excessive leakage, deformation or degradation observed.
v Natural Rubber Seals - Butyl rubber replaced on perimeter seal.
- Sponge neoprene at intermediate to perimterter seal junction replaced.

Vi Screw Jack Assembly - No corrosion evident on pipes, threaded rods, nuts or washers.

- No corrosion evident on threaded rod, nuts or washers. Spring discs are not cracked or corroding. Minor light surface rust.

Belleville Spring Assembl
v pring v '- Top springs at 2T and 8.8T removed and passed inspected. No issues.

Shear Transfer Fittings & Threaded
vin Rods & - No severe corrosion evident on threaded rods, nuts or washers. Shear fittings do not show gap.

X Additional Notes
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2) Aluminum anodes showing expected wear. Reference

attached Norton inspection memo.

4

94555 W W

3) Aluminum anodes showing expected wear. Reference
attached Norton inspection memo.

5) T1 zinc anodes nearing end of use. 6) T2 zinc anode 60% remaining.

3/10/15 1
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|5

7) Duraplate235 on stainless clips did not adhere. To be

bk

removed, blasted, primed, and epoxied.

9) Large original Duraplate235 coating failure area down 10) T1 excessive corrosion at bottom to vertical intersec-
to primer from pressure washing. tion at 1T.

11) Rust spots on top of T2 and Duraplate failure to pri- 12) Screw jack plate washers rusting. To be removed and

mer. repainted.

3/10/15 2
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13) T2 after pressure washing. 14) T1 bearing pad showing minimal wear. 1/4” of space
to bolt heads

R e e st T e ]
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15) Coating failure on barrier wall wailer. 16) Previous repair never painted after prep.

v 3
17) Trusses contained on SW precast beds in precast tent. 18) T1 butyl rubber held well. SS coating failure in addi-

tion to improper prep on previous repairs now failing.

3/10/15 3
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19) Trusses in temperature and humidity controlled envi-
ronment in precast tents on SW precast.

5,000 CFM electric desiccant dehumidifier used for

21)
the long tent (T2 and T3).

23) Doug with QA testing for surface contaminants prior
to sandblasting.

24) During sandblasting of T1.

3/10/15 4
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25) Backside of T1 at 1T after initial sandblasting prior to 26) T1 1T after initial sandblast prior to weld repairs.
weld repairs.

28) T1 during sandblasting.

29) Bottom of T1 after initial sandblasting prior to weld 30) T2 after sandblast.
repairs.

3/10/15 5
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31) HCS intake plates primed and bent pick point tab re-
placed.

33) Doug with QA inspecting WFT. 34) Doug with QA inspecting roughness on prepped area.

35) Power mixing of primer. 36) Perimeter seal stainless clips primed.

3/10/15
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37) Mixing station for Duraplate 235.

39) Long Painting foreman Dave and WSDOT inspector
Dane inspecting for missed sandblasting spots on T1.

41) Backside after hand tool prep and initial sandblast. 42) Grinders used with flap disc for hand tool prep.

3/10/15
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43) Prime area of T2. 44) T1 primer.

47) T3 with Duraplate 235. 48) Front side T3 Duraplate 235.

3/10/15
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o Y / A AN——.

49) Front T1 Durplate235. 50) Back of T1 Duraplate235.

51) Seal replaced after 4 days min of cure. 52) new butyl rubber 1/8” installed.

r,

53) A stud sheared on GL1 T1 vertical seal during seal in- 54) A stud below the sheared one had a hairline crack.
stall.

3/10/15
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e
55) Both studs were removed and replaced with a new 56) Close up of top SS stud.
316L SS stud.

57) Bottom close up of SS stud.

59) Spots where weld metal hit were also touched up. 60) Cure to service in 12hrs at 100deg.

3/10/15
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61) Stud repair area after paint. 62) Intermediate seals with new 3/4” foam to aid in seal.

64) Tents removed after cure to service period of 5 days.

65) Top spring pack at 8.8T and top at 2T inspected to be 66) Overview of gate after tents removed.
okay. Light surface rust.

3/10/15 11
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 53/30/2015

67) T1 stud shear area with 100deg environment to cure
the Fast Clad ER in 12 hrs.

3/30/2015

69) Stud repaired area with seal re-installed. 70) Gate moved back to dunnage on dirt.

71) Gate reset on Monday March 30th, 2015 at 4pm. 72) Dewatering basin started at 6pm.

3/10/15 12



SR520 Pontoons

Casting Basin Gate

Coating Repair Cure Temperatures

Cycle 6

T1 North |T1 South T2/3 North |T2/3 South |T2/3 Mid

Logger SN 8317848| 8321401 8321400 8317870( 8317865
3/23/2015 13:00 109.4 105.8 104 96.8 104
3/23/2015 14:00 96.8 96.8 95 95 102.2
3/23/2015 15:00 91.4 87.8 91.4 95 102.2
3/23/2015 16:00 96.8 89.6 93.2 93.2 96.8
3/23/2015 17:00 104 95 95 95 96.8
3/23/2015 18:00 104 96.8 102.2 96.8 98.6
3/23/2015 19:00 107.6 100.4 107.6 98.6 102.2
3/23/2015 20:00 105.8 96.8 104 93.2 98.6
3/23/2015 21:00 107.6 96.8 104 93.2 98.6
3/23/2015 22:00 105.8 96.8 104 93.2 98.6
3/23/2015 23:00 104 96.8 104 95 98.6
3/24/2015 0:00 104 96.8 104 95 98.6
3/24/2015 1:00 105.8 96.8 104 95 98.6
3/24/2015 2:00 105.8 98.6 105.8 95 98.6
3/24/2015 3:00 105.8 98.6 104 95 98.6
3/24/2015 4:00 107.6 98.6 104 95 98.6
3/24/2015 5:00 109.4 98.6 104 95 98.6
3/24/2015 6:00 109.4 100.4 105.8 95 100.4
3/24/2015 7:00 109.4 98.6 104 95 98.6
3/24/2015 8:00 104 96.8 93.2 89.6 89.6
3/24/2015 9:00 109.4 109.4 104 96.8 98.6
3/24/2015 10:00 113 118.4 105.8 98.6 102.2
3/24/2015 11:00 113 111.2 104 96.8 100.4
3/24/2015 12:00 104 104 98.6 98.6 100.4
3/24/2015 13:00 104 105.8 98.6 98.6 100.4
3/24/2015 14:00 102.2 104 98.6 102.2 104
3/24/2015 15:00 104 104 98.6 100.4 104
3/24/2015 16:00 104 100.4 98.6 100.4 100.4
3/24/2015 17:00 105.8 100.4 102.2 98.6 100.4
3/24/2015 18:00 105.8 100.4 102.2 95 96.8
3/24/2015 19:00 111.2 104 105.8 96.8 96.8
3/24/2015 20:00 113 104 113 98.6 102.2
3/24/2015 21:00 114.8 105.8 105.8 96.8 100.4
3/24/2015 22:00 114.8 104 104 95 98.6
3/24/2015 23:00 113 102.2 102.2 91.4 96.8
3/25/2015 0:00 111.2 100.4 100.4 87.8 95
3/25/2015 1:00 111.2 98.6 98.6 86 93.2
3/25/2015 2:00 111.2 100.4 98.6 86 93.2
3/25/2015 3:00 113 100.4 100.4 86 93.2
3/25/2015 4:00 114.8 102.2 98.6 89.6 93.2
3/25/2015 5:00 114.8 102.2 98.6 86 93.2
3/25/2015 6:00 116.6 104 98.6 89.6 95
3/25/2015 7:00 116.6 105.8 100.4 89.6 95
3/25/2015 8:00 107.6 100.4 84.2 87.8 91.4
3/25/2015 9:00 100.4 95 89.6 87.8 84.2
3/25/2015 10:00 104 95 89.6 89.6 93.2
3/25/2015 11:00 102.2 91.4 89.6 89.6 89.6
3/25/2015 12:00 102.2 91.4 89.6 89.6 89.6
3/25/2015 13:00 104 93.2 91.4 91.4 91.4
3/25/2015 14:00 96.8 95 89.6 86 86
3/25/2015 15:00 104 93.2 84.2 75.2 78.8
3/25/2015 16:00 104 93.2 89.6 87.8 95
3/25/2015 17:00 96.8 89.6 86 87.8 93.2
3/25/2015 18:00 98.6 89.6 87.8 89.6 93.2
3/25/2015 19:00 104 93.2 89.6 91.4 96.8
3/25/2015 20:00 109.4 98.6 95 95 102.2
3/25/2015 21:00 114.8 104 100.4 98.6 105.8
3/25/2015 22:00 118.4 105.8 102.2 100.4 107.6
3/25/2015 23:00 118.4 107.6 104 102.2 109.4
3/26/2015 0:00 120.2 109.4 104 104 111.2
3/26/2015 1:00 122 109.4 96.8 89.6 91.4
3/26/2015 2:00 120.2 109.4 100.4 84.2 86
3/26/2015 3:00 120.2 109.4 98.6 80.6 82.4
3/26/2015 4:00 120.2 107.6 95 77 78.8
3/26/2015 5:00 120.2 109.4 95 77 78.8
3/26/2015 6:00 118.4 107.6 93.2 75.2 75.2
3/26/2015 7:00 118.4 107.6 91.4 73.4 75.2
3/26/2015 8:00 118.4 107.6 89.6 77 78.8
3/26/2015 9:00 120.2 109.4 98.6 91.4 98.6
3/26/2015 10:00 122 114.8 102.2 98.6 107.6
3/26/2015 11:00 114.8 114.8 104 100.4 111.2
3/26/2015 12:00 116.6 123.8 109.4 111.2 118.4
3/26/2015 13:00 120.2 122 111.2 113 122

3/28/15



SR520 Pontoons
Casting Basin Gate

Coating Repair Cure Temperatures

Cycle 6

3/26/2015 14:00 1184 123.8 114.8 111.2 129.2
3/26/2015 15:00 114.8 118.4 123.8 114.8 129.2
3/26/2015 16:00 111.2 113 120.2 113 123.8
3/26/2015 17:00 107.6 109.4 120.2 113 120.2
3/26/2015 18:00 105.8 104 1184 107.6 114.8
3/26/2015 19:00 104 102.2 116.6 104 111.2
3/26/2015 20:00 105.8 102.2 116.6 104 1094
3/26/2015 21:00 109.4 104 122 104 113
3/26/2015 22:00 107.6 104 123.8 104 113
3/26/2015 23:00 111.2 104 123.8 104 113
3/27/2015 0:00 1094 104 123.8 104 114.8
3/27/2015 1:00 109.4 104 127.4 104 114.8
3/27/2015 2:00 1094 104 125.6 104 114.8
3/27/2015 3:00 109.4 104 125.6 104 114.8
3/27/2015 4:00 1094 102.2 125.6 104 114.8
3/27/2015 5:00 107.6 102.2 123.8 102.2 113
3/27/2015 6:00 1094 102.2 123.8 102.2 113
3/27/2015 7:00 107.6 102.2 123.8 102.2 113
3/27/2015 8:00 100.4 96.8 123.8 100.4 113
3/27/2015 9:00 914 89.6 120.2 104 116.6
3/27/2015 10:00 87.8 87.8 120.2 107.6 1184
3/27/2015 11:00 914 93.2 113 104 113
3/27/2015 12:00 93.2 93.2 116.6 107.6 1184
3/27/2015 13:00 93.2 95 116.6 104 116.6
3/27/2015 14:00 86 87.8 107.6 100.4 113
3/27/2015 15:00 100.4 93.2 109.4 102.2 113
3/27/2015 16:00 100.4 96.8 1094 105.8 113
3/27/2015 17:00 100.4 96.8 111.2 105.8 113
3/27/2015 18:00 102.2 98.6 111.2 105.8 111.2
3/27/2015 19:00 95 89.6 104 104 107.6
3/27/2015 20:00 87.8 84.2 93.2 98.6 95
3/27/2015 21:00 96.8 87.8 100.4 100.4 105.8
3/27/2015 22:00 93.2 86 100.4 100.4 105.8
3/27/2015 23:00 84.2 82.4 91.4 95 96.8
3/28/2015 0:00 80.6 84.2 89.6 95 95
3/28/2015 1:00 91.4 86 95 96.8 100.4
3/28/2015 2:00 86 82.4 89.6 95 96.8
3/28/2015 3:00 87.8 82.4 91.4 95 96.8
3/28/2015 4:00 86 84.2 91.4 96.8 96.8
3/28/2015 5:00 89.6 84.2 91.4 93.2 96.8
3/28/2015 6:00 93.2 86 95 96.8 100.4
3/28/2015 7:00 96.8 89.6 96.8 100.4 102.2
3/28/2015 8:00 107.6 96.8 100.4 100.4 104
3/28/2015 9:00 114.8 104 104 102.2 107.6
3/28/2015 10:00 116.6 105.8 105.8 105.8 1094
3/28/2015 11:00 118.4 113 105.8 109.4 113
3/28/2015 12:00 105.8 107.6 104 107.6 109.4
3/28/2015 13:00 102.2 102.2 104 107.6 111.2
3/28/2015 14:00 98.6 102.2 78.8 73.4 78.8

Average | 11 1031 | [ T2/3 100.6

| Total Average | 101.6 °F |
|Required 100 °F |

3/28/15



Fast Clad ER

T1 @ Gl1
Stud weld touch up epoxy

12hrs minimum at 100deg

Logged Readings {206}
Timethrs) Temperature {°F) Maturity {°C-Hrs}

171 107.6 7120 3/28/2015 20:06
172 105.8 7161 3/28/2015 21:06
173 104 7202 3/28/2015 22:06
174 104 7243 3/28/2015 23:06 _ ;
175 104 7283 3/29/2015 0:06
176 104 7323 3/29/2015 1:06 :
177 104 7364 3/29/2015 2:06
178 104 7404  3/29/2015 3:.06
179 104 7444 3/29/2015 4:06
180 104 7484 3/29/2015 5:06
181 104 7525 3/29/2015 6:06
182 104 7565 3/29/2015 7:.06
183 104 7605 3/29/2015 8:06
184 ; 104 7646  3/29/2015 9:06

185 104 7686 3/29/2015 10:06
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WELD REPAIRS

#1-18 on T1
#190on T2

3/10/15 13
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1P

9T: 1/4” diameter x 1/8” pits existing repair

g

3/10/15 14
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2 F

9T: 1/4” diameter x 1/8” pit

3/10/15 15
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3P

25" after Grid 8T: - 1" diameter x 3/16” pit

3/10/15 16
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4p

14" after Grid 8T: 2" diameter X 1/4” pit

3/10/15 17
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5F

45" before Grid 8T: 1/2" diameter X 1/4” pit

3/10/15 18
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6 F

57" after Grid 8T: 1/2" diameter X 1/4” pit

3/10/15 19
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6A P

22" before Grid 7T: 7EA 1/4” diameter x 1/8” pits existing repair

088

O

3/10/15 20
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/F

105" before Grid 7T: 1/4" diameter X 1/8” pit

- BT

3/10/15 21
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38 F

127" before Grid 7T: 1/2" diameter X 1/8” pit

3/10/15 22
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9A F

28" after Grid 6T: 8EA 1/4” x 1/16” pits existing repair

3/10/15 23
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17" before Grid 6T: 1/2" diameter X 1/8” pit existing repair

3/10/15 24
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10 F

3/10/15 25
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11P

63" before Grid 6T: 1/2" diameter X 1/8” pit

e
|

AR

Patch not used

3/10/15 26
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12A P

63" before Grid 6T: 1/2" diameter X 1/8” pit

Remove existing plate and add larger plate to extend 1” past repair

3/10/15 27



Gate Maintenance Records CYCLE 6 FLOAT OUT Michael Schmidt

12B F

64" before Grid 4T: 1/2" diameter X 1/16” pit

3/10/15 28
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12CF

92” before Grid 4T: 1/2" diameter X 1/16” pit

3/10/15 29
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13AF

11” after Grid 4T: 1/8" diameter X 1/8” pit

3/10/15 30
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13B P

54" before Grid 3T: 1" diameter X 1/8” pit

3/10/15 31
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14 P

46" after Grid 2T: 1" diameter X 3/16” pit

A1

3/10/15 32
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15P

Grid 1.2T: 1/2" diameter X 1/16” pit

Hm\Wmm\v\mmw.mw,Wl guuneueueueueuuuuduey R, : y
i . ™ T e (T ing
: 4 3 4 > 6 7 8 9 10 ‘\’

8/18/2016 |
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16 P

12" after Grid 1T: 1/4” hole, 4EA 3/4” diameter x 3/16" pits

8/18/2016

3/10/15 34
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17 F

18" after Grid 1T: 2EA 1/8” diameter X 1/16” pits, 2EA existing repairs with 1/16” pits

3/10/15 35
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18 F

6" after Grid 1T: 1/4” diameter x 1/16” pit

3/10/15 36
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19 F

T2: 1T lower seal stop—Repair weld at cap plates.

3/10/15 37
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m Consulting Engineers FIELD REPORT

To:

ccC:

By:

Date: 10 March 2015
Michael Schmidt (Kiewit-General) Job #: 109055
Project: Pontoon Construction Facility
Andy Bennett Location:  Aberdeen, WA
Rick Johnson Contractor: Kiewit-General
Don Oates Weather: 55 Degrees, Sun
Presentat Trevor Lighty
the Site:  Andy Bennett
Trevor Lighty

On March 10, 2015, KPFF visited the WSDOT SR 520 Pontoon Construction Project site in Aberdeen to
inspect the casting basin gate at the request of Kiewit-General (KG). The objective was to determine the
condition of the gate in general, and recommend any work needed to be done before the gate was
returned to.service. The gate was temporarily on-shore and readily accessible as the sixth pontoon cycle
was being floated out.

General Conditions

KPFF noted the following general conditions at the barrier walls and at the trusses and fixtures away
from the barrier walls. Appendix A contains photographs of the typical gate condition.

Barrier Walls

1.

2.

The water-side face had an accumulation of marine growth and silt. This was most severe on T1,
and least severe on T3. KG was pressure washing the gate at the time of the gate inspection.
The water-side face showed little rusting and minor damaged paint in random spot locations, see
Photo 1. The anodes installed during the Cycle 5 float out appear to be protecting the wall. KG
was preparing and painting the damaged coating locations.

The basin-side face showed minor rusting and damaged paint in random spot locations. There
was a greater degree of rusting on the bottom edges, particularly at the locations of the vertical
tie rods.

The open-cell seals that were added to the gate at the ends were crushed. KG was asked to
replace these seals.

The 1/8” butyl rubber cover had separated from the seals in several locations. KG was asked to
replace this cover where separation occurred.

The continuous neoprene bearing pads that were added to the seal at the bottom edges were
slightly dimpled but still serviceable, see Photo 2.

The barrier wall bolts did not appear to be deflected to a greater extent than Cycle 4 or 5. All
remaining bolts were still in place.

1601 Fifth Avenue, Suite 1600 Seattle, WA 98101 (206) 622-5822  Fax (206) 622-8130
Seattle Tacoma Lacey Portland Eugene Sacramento San Francisco Walnut Creek Los Angeles Long Beach Pasadena Irvine

San Diego Boise Phoenix St. Louis Chicago New York



m Consulting Enginegers FIELD REPORT

8.

10.

11.

The bearing pads between the casting basin gate barrier wall support and the truss chords at
Gate Section 1 showed uneven compression at the ends of the gate sections. At one end of the
gate, this bearing pad did not have full contact with the truss chord, even though the bolts at that
location showed high deflections, while at the other end, the bearing pads appeared to be fully in
contact and compressed although there was little deflection in the bolts. The uneven
compression appeared to be similar to Cycle 4 and 5.

Barrier wall stiffeners showed local gouges at the stiffener edge. These gouges are typically
1/16” to 3/16” deep, and 1/2” to 1” tall, see Photo 3. The gouges may be from overgrinding
during paint repair, however did not appear to be significantly worse than cycle 4 and 5.

Surface rusting was present at the barrier wall support angles and vertical tie rod assemblies see
Photo 4.

The epoxy coating previously applied to the stainless steel clips in cycle 5 did not adhere.

Trusses and Fixtures Away From the Barrier Walls:

1.

o &

The paint was in good condition. Some of the upper horizontal surfaces showed minor pitting.
There was minor damage in random spot locations.

There was minor rusting at some seal stop plates; however most were in good condition.

The spring assemblies appeared undamaged and in good condition with the exception noted in
T1 Item 4 below. Some debris has accumulated between the spring pairs, see Photo 5.

The UHMW assemblies generally appeared undamaged and in good condition, see Photo 6.
The screw jack assemblies appeared undamaged and in good condition.

There was damaged paint and rusting on the truss to truss bearing plate assemblies.

Specific Conditions

KPFF noted the following specific conditions at the individual trusses and their barrier walls.

Truss T1

bk ownN=

~

Damaged paint on upper truss-to-truss bearing plates.

Minor surface rusting at bottom seal stop plates, see Photo 7.

Minor surface rusting at continuous WT sections connecting spring assemblies to barrier wall.
Slightly bent threaded rod at the spring assembly at Grid 5.

Galled paint on the front sill bearing plates around the UHMW fasteners.

Grinding from previous paint repair has caused local pits at the back of the barrier wall. This may
be from different coating thicknesses or some minimal loss of section. This does not appear to
be worse than in Cycle 4 or 5.

The gate stop bearing plates showed signs of surface rusting

The Belleville spring tie rod plate connections at the gate barrier wall contained surface rust see
Photo 8.

The grid A truss chord HSS had minor surface rust on the underside of the member at grid 5.5T.

1601 Fifth Avenue, Suite 1600 Seattle, WA 98101 (206) 622-5822 Fax (206) 622-8130

Seattle Tacoma Lacey Portland Eugene Sacramento San Francisco Walnut Creek Los Angeles Long Beach Pasadena Irvine
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m Consulting Enginegers FIELD REPORT

10. KG has stated that the gate UHMW feet were not fabricated to the required 3” dimension on the
drawings. Based on the as-built height it appears that there is very little wear to these pads and
there is still approximately 1/4" of material to the bolt heads. These items were previously noted
to be replaced during the cycle 6 float out, however based on the new information on the wearing
of the pads, replacement was not required, see Photo 9.

11. The vertical seal support HSS had a small divot at 1T. This should be repaired per the previous
weld repair procedure, see Photo 10.

12. Several areas of increased corrosion were found in the lower section of the gate barrier wall.
Several areas were in locations of previous repairs, and several other locations were found after
pressure washing of the barrier wall. The back of the barrier wall had not been completely
pressure washed previously, so it is likely that these areas existed previously. The locations and
repairs are below. See the RFI log for the complete repairs and reference sketches.

a. 9T Lower Barrier Wall - Grind out bad weld metal from previous repair and fill with weld
metal per previous repair procedures, see Photo 11.

b. 9T Lower Barrier Wall: 1/4" diameter gouge - Grind out bad metal and fill per previous
repair procedure.

c. 8T Lower Barrier Wall: 1" diameter gouge - Grind out bad metal and fill per previous
repair procedure. Use backer plate per previous repair procedure.

d. 8T Lower Barrier Wall: 2" diameter gouge - Grind out bad metal and fill per previous
repair procedure. Use backer plate per previous repair procedure.

e. 8T Lower Barrier Wall: 1/4" diameter gouge - Grind out bad metal and fill per previous
repair procedure.

f. 7T Lower Barrier Wall: 1/4" diameter gouge - Grind out bad metal and fill per previous
repair procedure.

g. 7T Lower Barrier Wall: 1/4" diameter gouge - Grind out bad metal and fill per previous
repair procedure.

h. 7T Lower Barrier Wall: 1/2" diameter gouge - Grind out bad metal and fill per previous
repair procedure. Use backer plate per previous repair procedure.

i. 6T Lower Barrier Wall - Grind out bad weld metal from previous repair and fill with weld
metal per previous repair procedures.

j- 6T Lower Barrier Wall: 1/4" diameter gouge - Grind out bad metal and fill per previous
repair procedure.

k. 6T Lower Barrier Wall: 1/2" diameter gouge - Grind out bad metal and fill per previous
repair procedure.

I. 4T Lower Barrier Wall — The weld from the cover plate burnt through the barrier wall and
is a source of additional corrosion. Repair per sketches provided, see Photo 12.

m. 3T Lower Barrier Wall - Grind out bad weld metal from previous repair and fill with weld
metal per previous repair procedures.

n. 2T Lower Barrier Wall: 1" diameter gouge - Grind out bad metal and fill per previous
repair procedure

0. 1T Lower Barrier Wall — Approximately (10) locations require repair, including previous
repair locations. Location 1, 8, 9 and 10 should be ground out and filled per previous
repair procedure. Location 2 should have the old weld material removed and filled per
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m Consulting Enginegers FIELD REPORT

previous repair procedures. Locations 3, 4, 5, 6 and 7 are all in close proximity. These
locations should be ground out, a cover plate installed, and filled per previous repair
procedures, see Photo 13.

p. Where cover plates are required, the area should be repaired per the previous criteria.
The cover plate should extend beyond the repaired area by 1" minimum. If the front cover
plate is interrupted by a stiffener, another plate should be welded to maintain the 1" (1"
min plate width).

Truss T2

1.

Movement of continuous bearing pad between bottom barrier wall support and truss up and out
of the joint to varying degrees. This did not appear to be worse than Cycle 4 and 5(dimensions
are approximate):

a. 2”atGrid 1.5

b. 2" at Grid 5.5
Minor surface rust on bottom barrier wall support angle.
Grid 1T lower seal stop had small gouge at bearing plate weld. This should be repaired per
previous weld repair procedure.

Truss T3

1.

Movement of continuous bearing pad between bottom barrier wall support and truss up and out
of the joint to varying degrees. This did not appear to be worse than Cycle 4 and 5 (dimensions
are approximate):

a. 1% atGrid 3

b. 2" at Grid 4

c. 2”atGrid 5.5

d. 3”atGrid 6

e. 1”7atGrid7
Missing fasteners on the top barrier wall support at Grids 1.2 and 8.8 as noted in the Cycle 3, 4
and 5 reports.
The seal stops did not appear to be as damaged as the seal stops on the T1 or T2 sections of
the gate. This indicates that the upper seal stops may not be in contact with the jambs as
frequently as the lower stops.

Conclusions

Overall, the gate is in good condition. The majority of the issues found were related to the barrier walls,
or the connections between the barrier walls and the trusses.
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m Consulting Enginegers FIELD REPORT

Recommendations

Based on our review, KPFF recommends the following items to be completed. KPFF observed several
of the Cycle 6 repairs being completed and KG has since verbally acknowledged all repairs have been
completed.

1. Repairs to be completed during the Cycle 5 float-out
a. Clean the gate barrier walls
b. Repair all chipped or damaged paint per the gate specifications. KG has acknowledged
cleaning, sandblasting, priming, repairing the epoxy and meeting the required cure times
at all damaged paint, as well as previous coating repair locations.

c. Replace the crushed open cell seals at the gate ends.

d. Replace any 1/8” butyl rubber seal cover that has separated from the seals.

e. Repair the damage in the T1 gate barrier wall per the approved RFI with field
adjustments.

f. Prepare and epoxy coat the stainless steel clips at the seal and continuous neoprene

bearing pads per the recommendations of Norton Corrosion.
g. Install gate anode to the back of the barrier per the recommendations of Norton
Corrosion.
2. Action items to be completed after gate replacement
a. Do not try to pull the seal stops on T3 to the jamb using the screw jacks. Contact of the
jamb seal is all that is required.
b. Lightly Wash the Belleville springs and remove debris between the springs.
3. Action items to be completed during future gate removal by others:
a. Clean the gate barrier walls
b. Repair any chipped paint per the gate specifications.
c. Inspect and, if necessary, correct the continuous bearing pad between bottom barrier wall
support and truss noted in T2 Item 1 and T3 Item 1.

d. Replace any open-cell seals or 1/8” seal covers that appear damaged or separated from
the seals.
e. Inspect the gate structure and make repairs as necessary.
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APPENDIX A

Gate Photographs
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Consulting Engineers FIELD REPORT

Photo 1: Waterside Gate Barrier Wall

Photo 2: Dimpled Neoprene Pad
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FIELD REPORT
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Photo 3: Gouge in Barrier Wall Stiffener

Photo 4: Surface Rust at Barrier Wall Support Angle and Tie Rod Assemblies
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Photo 5: Belleville Springs

Photo 6: Typical UHMW Bearing Pad
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Photo 7: Rusting at Seal Stop End Plates

Photo 8: Surface Rust at Belleville Spring Tie Rod Plate
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Photo 10: Gouge in Vertical HSS
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Photo 12: 1” Previous Weld Repair at 4T with weld Burn Through
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Photo 13: Area of Increased Corrosion in Barrier Wall near 1T
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MEMORANDUM

m Consulting Engineers

101 Stewart Street, Suite 400
Seattle, WA 98101

To: Dustin Donahoo (KG) - Date: April 4, 2015
From: Trevor Lighty Job No. 109055
Subject:  Gate Service Life File No.

As noted in the Cycle 3, Cycle 4 Gate and Cycle 5 Field Reports, minor, local repairs have been
required to the gate structure during pontoon float out. Norton Corrosion provided recommendations to
the Kiewit-General (KG) team prior to the Cycle 5 pontoon float out. These recommendations included
anode installation on the front gate barrier wall, and epoxy coating of the stainless steel clips around the
gate seals. These items were completed during the Cycle 5 pontoon float out.

During the Cycle 6 pontoon float out on March 10, 2015, KPFF conducted a visual observation of the
gate structure. It was noted that the bottom, back face of the gate barrier wall had several areas
requiring additional weld repairs. The majority of these locations were in locations that were previously
repaired. In addition, the epoxy coating applied to the stainless steel clips did not adhere. Norton
Corrosion conducted additional field observations on March 11, 2015.

Norton’s March 11, 2015 field observations were completed after the back of the gate barrier wall was
pressure washed. The pressure washing operation uncovered several other areas requiring repair. It is
likely that these locations existed previously, since the back of the barrier wall had not been completely
pressure washed prior to the cycle 6 float out.

In their report dated March 16, 2015, Norton states that the epoxy coating on the clips did not have
sufficient cure time, and similar coating failures were noted along the gate where the coating did not
adhere. Norton also noted that the anodes on the front of the gate were functioning as designed,
protecting the gate where there was coating loss. The anodes on the front of the gate do not protect
the small sump at the back of the gate barrier wall since it is located on the dry side of the gate.

In their March 16, 2015 report, Norton also recommended that the stainless steel clips be prepared for
coating via sandblasting, and that the required cure time prior to submersion be met. In addition, KG
prepared the previous coating areas on the gate, re-applied primer coat and the epoxy coating per the
Operations and Maintenance (O&M) Manual, and allowed the coating to cure for the required time prior
to submersion. As a secondary method of protection, Norton proposed adding additional anodes to the
back sump area of the gate. This will locally protect the back of the barrier wall directly above the seal.

The installation of the anodes on the gate barrier wall is acceptable. Any damaged coating shall be
repaired per the specifications. KG should take care to not damage the rubber seal, or expose the
rubber to any products that will impact its service life when preparing the clips and applying the epoxy.

Provided that the anodes are adequately sized, the coating was successfully repaired, and the gate is
inspected and maintained as required in the O&M Manual, including removal of the gate and inspection
of the barrier wall at intervals not exceeding two years, the gate will last the 15 year service life required
by the contract, which began when the structure was set into place in September, 2011.
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ggﬁl(ra.zall&Associates,Inc. WELDING INSPECTION

Geotechnical Engineering « Environmental Engineering REPORT NO.: 13288SSR031315-JM
Construction Testing and Inspection

DATE: 3/13/2015 CONTRACTOR: KIEWIT
PROJECT #: 06613288 PERMIT #:
PROJECT: CASTING BASIN WELD REPAIRS INSPECTOR: Juan Martinez
LOCATION: 1301 W HURON JURISDICTION: ABERDEEN WA
KA P.M.: BILL THRONE WEATHER: CONTROLLED ENVIRONMENT TEMP: 70 °
STRUCTURAL STEEL

FIELD D SHOP WELDING VISUAL D MATERIAL ID

ltem(s) Inspected:
VISUAL INSPECTIONS (VT) MAGNETIC PARTICLE INSPECTIONS CONDUCTED ON THE FOLLOWING LOCATIONS.

Location:
9T 1F VT MT. 3P/4P VT MT. 1T VT MT. 4T VT MT. 1.2T VT MT. 5F/6F VT MT. 13AP VT MT. BAPVT MT. 7F/8F VT MT. 11P V]

Welder qualification / certification verified for: WABO # 16658 04/15 EXP.
Posttion: || FLAT VERTICAL OVERHEAD HORIZONTAL || Filler Metal:

[] [
Process: smaw [ ] reaw  [] saw [ ] omaw [ other.
Welkd Type: et [ ce. [ ] rue []eer [] other.
Weld Size: e’ 174" [ e [] sner [ other:
Codes: aws [ asc ] asme (] e ] other: ASTM

NOTES [ ]oiscrepancies 100 % COMPLETE

ARRIVED ON SITE TO CONDUCT INSPECTIONS OF CATCH BASIN WELD REPAIRS. REVIEWED WPS
VERIFIED WELDOR QUALIFICATION. PRE-HEAT NOT REQUIRED ON REPAIRS DUE TO MATERIAL
THICKNESS AND CONTROLLED ENVIRONMENT. VISUAL INSPECTION OF WELD REPAIRS CONFORM TO

AWS D1.1 (TABLE 6.1) MAGNETIC PARTICLE INSPECTIONS OF WELDED AREAS CONFORM TO AWS / ASTM
STANDARDS

To the best of my knowledge, the above WAS performed in accordance with the approved plans, specifications and regulatory requirements.

Superintendent/Representative: Technician:

TSmO sy v
WA OB 1 0
LT PP 2020497

Offices Serving the Western United States
Lynnwood (425) 485-5519 « Poulsbo (360) 598-2126  Puyallup (253) 939-2500
Structural Steel Report Revision 2 Effective 01, 22/2013

mhhmaﬁmw.ﬂndmﬂlhmhmﬁfm!hendnﬁvemuf!hudiﬂn.niim{nmymhem;md\mdhmewﬂmmswﬁnmwmiﬁmufﬂmdimﬂhr i Assocrte., This repont indicates our inspectors obsen, :Bon and testing resuhs based on xite conditions and cantractor
Bclivities. This information s sbject fo teview prior (o fingl submitial. By signing this repo, our inspector does not acogpt responsibility for - atidity o results. The same information hgs been provided by othea o sie.



Pacific Testing & Inspection

Stud Weld Report



Pacific Testing & Inspection LLC

2417 Harrison Avenue, Centralia, WA 98531
Phone (360) 736-3922  Fax (360) 807-6002

FIELD REPORT

Report # 005073
DATE: March 28, 2015 CUSTOMER: Kiewit Infrastructure Group
PROJECT: SR 520 Pontoons ATTENTION: Nick Allik
LOCATION: 1301 West Heron Street, Aberdeen ADDRESS: P.O.Box 1786
PROJECT # 150027 Aberdeen, WA 98520
PERMIT #
Time: 11:00 Temp: 52° Weather: Overcast Inspection Type: Weld

On site at Kiewit construction yard to perform special inspection per request for periodic welding

inspection.

(1) Performed periodic welding inspection for welding of 3/8" x 2" stainless steel studs at gate truss #1.

Removed and replaced (2) each studs due to breakage. All welding done was acceptable.

(2) Welder was Justin A. Wiedrich, Exp 4-2015, ID #16658

*Note: Justin W. not certified for stainless, however this inspector did observe welding performed by Justin

and all were acceptable.

INSPECTOR: Arthur Perkinson, WABO Inspector REVIEWED BY: William A. Hacker, Technical Director

All results apply only to actual locations and materials tested. As a mutual protection to customers, the public and ourselves, all reports are submitted as the confidential property of customers, and authorization for publication of statements, conclusions or
extracts from or regarding our reports is reserved pending our written approval.
Rev. 8/19/09
Revision 2
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TransGroup Inspector’s Daily Report o=
SR520 Pontoon . -
O'Neill Environmental

IDR/IFDR Sheet QA Key Personnel Function Tuesday, March 10, 2015
1 of 4 Quality Testing Supervisor/ Structural Inspector

Weather

AM See Attached Weather Report PM See Attached Weather Report

Inspector IDR Report # Project #

Doug Brinius 3/10/2015 DB 7826
Subcontractor or Agent Approved Subcontractor's Representative/Title

K-G Construction Managers Yes Aaron Byron, Dustin Donahoo

Gerdau - Yes Eric Garvin

K-G General Supenntendents Yes Joaquin Medina, Ben Jones, Don Vicari, Brian Meylhaler, Jimmy Weils

K-G Quality Manager _ Yes Scott Thompson

Nuepricon Yes Jeff Wonderlich

Meko Yes Galen Johnson )

Witness Pomt, Basm Gate Coating:
T2 moved to precast beds at 11:00 AM; T1 and T3 note moved until 1PM due to sustained winds of 15 MPH or greater at

crane. T2 began powerwashing operatlons at 12:00 PM; face of gate was powerwashed with 5000 PSI to clean in
accordance with SSPC SP-12, low pressure water cleaning. T2 truss cleaned during day shift.

Ongoing work, All Pontoons: Final interior cell walks for pontoons F, G and H.
Significant Communications: None.

Non-conforming work / corrective measures noted on this date: None.
Safety-related problems /corrective measures : None.

Traffic control setup / corrective measures: None.

Night Shift: Cleaning T1 and T3 sections of gate.

Photos/Videos taken today? Yes X No File:

Inspector's Shift Hours gz
From: 9:00 AM Doug Brinius / 3/10/2015

To: 9:30 PM Inspector's Sj natm‘"‘"" Dato

Scott Thompson 9/%/ 3-/r-15"

Reviewed By Date



TransGroup Inspector’s Daily Report o=
SR520 Pontoon -
O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 3 of 4 Structural Inspector Tuesday, March 10, 2015
Inspector o - ' ’ 'IDR Report # -
Doug Brinius 3/10/2015 DB

Inspector's Notes
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TOP SIX: Gate walk, pre-cleaning




TransGroup Inspector’s Daily Report o=
SR Pontoon O'Neill ani‘E)nmental

IDR Sheet |QA Key Personnel Function Date

Sheet 4 of 4 Structural Inspector - R Tuesday, March 10, 2015
Inspector IDR Report #
Doug Brinius 3/10/2015 DB

Inspector's Notes

TOP SIX: Gate walk, pre-cleaning




TransGroup Inspector’s Daily Report o=
SR520 Pontoon o

O’Neill Environmental

IDR/FDR Sheet QA Key Personnel Function ’ Wednesday, March 11, 2015

1 _of 5 | ,W,99?.'!?XIE’?}§F‘.9,,§HR¢[‘,’,is°f’§tf“‘?‘,“,’a‘ Inspector | .
Weather
_ AM See Attached WeatherReport PM See Attached Weather Report B
Inspector IDR Report # Project #
DougBrinlus _3M1/2015DB 7826

Subcontractor or Agent Approved Subcontractor's Representative/Title
K-G Construction Managers ) Yes Aaron Byron, Dustin Donahoo
Gerdau | Yes  lEdecawm
K-G General Superintendents | Yes  |oaqunMedna,Ben ores
«GoQualtyManager |  Yes |ScottThompson o
@g Painting | Yes Dave - )

Witness Point, Basin Gate Coating:
T1, T2 and T3 trusses moved to precast area and. facets of gate powerwashed with 5000 PSI in accordance to SSPC-

SP12, low pressure water cleaning to remove deleterious materials, loose rust, loose mill scale and loose coatings. KG
Aaron Byron lead repair walk under Trevor Lightly of KPFF's direction. The following notes were made during the walk:
1. All paths of visible trust will be traced back to origins; this may require isolated disassembly and/or seal removal.

2. All areas that cannot be sandblasted will be ground with wire wheel brush

3. All repair plates added during cycle 5 floatout shall be re-inspected, even if rust is not visible at first

Surface cleanliness was tested in accordance to SC-2 non-visual specifications; two tests on T1 truss preformed for each of
the following categories; no unpremissable amounts detected (test methods within paraenthesis):

1. Chloride contaminates: < 1 pg/cm?2 (pipette and test strip)

2. Ferrous Ion Levels: None identified (test strip)

3. Sulfate contaminates: 5 pg/cm? (clorimeter)

The following tests were preformed as well; these tests are not contractually required:
1. Nirite contaminates: None identified (test strip)
2. Ph: 4 (test strip)

Ongoing work, All Pontoons: Dive inspections upon pontoons H and G.
Significant Communications: None.

Non-conforming work / corrective measures noted on this date: None.
Safety-related problems /corrective measures - None.

Traffic control setup / corrective measures: None.

Night Shift: Preparing for blasting/coatings operations .

Photos/Videos taken today? Yes X No File:

Inspector's Shift Hours {\3—2 .
AY
From: 7:00 AM Doug Brinius \ P 3/11/2015

To: 3:30 PM j@ Date
Scott Thompson %/ ,4 3-/7-15

Weviewed By Date




TransGroup Inspector’s Daily Report .‘:
SR520 Pontoon s e
O'Neill Environmental

IDR Sheet |QA Key Personnel Function Date

Sheet 3 of 5 Str‘g‘ptgrallns_pectQ[ ) - R |Wednesday, March 11, 2015
Infsaegtwérﬁr L. - LU st 8 SRR B RAL S b
Doug Brinius 3/11/2015 DB
Inspector's Notes

TOP SIX: Typical coating failures, ferrous iron jon testing




TransGroup Inspector’s Daily Report o=
SR520 Pontoon e —
O’Neill Environmental
IDR Sheet |QA Key Personnel Function iDate
Sheet 4  of Structural Inspector |Wednesday, March 11, 2015
Inspector IDR Report #
Doug Brinius 3/11/2015 DB

Inspector's Notes

TOP SIX: Gate coating operations (powerwasher, typical staining), chloride and sulfate testing, T1/T2/T3 sections of gate
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TransGroup Inspector’s Daily Report Y
SR520 Pontoon e T
O’Neill Environmental

IDR Sheet |QA Key Personnel Function |Date

Sheet 5 of 5 Structural Inspector ) {Wednesday, March 11, 2015
Inspector IDR Report #
Doug Brinius 3/11/2015 DB

Inspector's Notes Continued

CHLC *TEST “N"

Nitrate
a5 NN ppm

l“llllilllull! TR
TG G

TOP SIX: Chloride and nitrite testing, T1/T2/T3 sections of gate




TransGroup Inspector’s Daily Report Py
SR520 Pontoon O'NeillE - |
O'Nelll tnvironmenta

IDR/FDR Sheet |QA Key Personnel Function | Thursday, March 12, 2015

S 1 of 9 | C__zu_ality Testing Supervisorl §truptura| Inspector |

Weather T T

___AM See Attached Weather Report ________PM See Attached Weather Report

Inspector IDR Report#  Project#

Doug Brinius . 312/2015DB 7826
Subcontractor or Agent Approved Subcontractor's Representative/Title

K-G Construction Managers - Yes Aaron Byron, Dustin Donahoo

K'-‘é_rééhek;a_i'véu;érintendqnts - B 7 ” Yes - Joacrlﬁihr;.‘l‘)lévciina, Ben Jones

K-G Quality Manager | _Yes |ScottThompson

Long Painting o Yes Dave Bartlett . ‘ o

Witness Point, Basin Gate Coating: i
T1, T2 and T3 trusses of basin gate powerwashed with 5000 PSI in accordance to SSPC-SP12, low pressure water cleaning
to remove deleterious materials, loose rust, loose mill scale and loose coatings. Surface cleanliness was tested in
accordance to SC-2 non-visual specifications; five tests on each of the trusses preformed for each of the following
categories. Cloride testing preformed with pipette in conunction with KTA SCAT test strips, Ferrous ion level testing
preformed with KTA SCAT swab with demineralized water and indicator strips, Sulfate contaminates levels determined by
KTA clorimeter). The following numbers correspond to the test areas as identified in the attached maps (Cloride
Contaminates= CC, Ferrous Ion Levels=FIL, Sulfate Contaminates=SC ):

1. CC:< 1 pg/cm? / FIL: None Detected / SC: 5 pg/cm?

2. CC:< 1 pg/cm? / FIL: None Detected / SC: 3 pg/cm?

3. CC: 1 pg/ecm?2 / FIL: None Detected / SC: 12 pg/cm? (Noted that this was at the bottom side of truss, where
powerwashing was splattering debris back onto gate. Area of concern cleaned and retested in test 5)

4. CC: 0 pg/cm? / FIL: None Detected / SC: 4 pg/cm?2

5. CC: Trace / FIL: None Detected / SC: 9 pg/cm? (Noted that cleaning had been preformed in this area which was a
concern in test 3)

6. CC:< 1 pg/cm? / FIL: None Detected / SC: 4 pig/cm?

7. CC: 1 pg/ecm? / FIL: None Detected / SC: 8 pg/cm2 (Noted that cleaning had been preformed in this area which was a
concern in test 3+5)

8. CC:< 1 pg/cm2 / FIL: None Detected / SC: 5 pg/cm?

9. CC: Trace / FIL: None Detected / SC: 7 pg/cm?

10. CC: 0 pg/cm? / FIL: None Detected / SC: 3 pg/cm?2

11. CC: 0 pg/cm?2 / FIL: None Detected / SC: 4 pg/cm?2

12. CC: Trace/ FIL: None Detected / SC: 4 ug/cm?

13. CC:< 1 pg/cm? / FIL: None Detected / SC: 5 pg/cm?

14, CC:< 1 pg/cm? / FIL: None Detected / SC: 7 pg/cm?

15. CC: Trace / FIL: None Detected / SC: 7 pg/cm?

Abrasive blasting began at 10:45 AM; preliminary independant inspection of anchor profile preformed by QC Dave Bartlett
and the undersigned, as witnessed by WSDOT representative preformed at 1:45PM. TestX strips revealed an average
profile of 3 mils; areas were hand tools were used achieved average profile of 2.1 mils.

Continued Page 3:

Photos/Videos taken today? Yes X No File:

Inspector's Shift Hours (D& o
From: 6:30 AM Doug Brinius i 3/12/2015

To: 3:30 PM ignatire Date
Scott Thompson 3-13-/5
Reviewed By ~ Date
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TransGroup Inspector's Daily Report o=
SR520 Pontoon O'Neill Env'i‘(:) |
el nmenta

IDR Sheet |QA Key Personnel Function Date
Sheet 3 of 9 Structural Inspector Thursday, March 12, 2015
Inspector IDR Report #
Doug Brinius 3/12/2015 DB
[NSpECtonSINGtEs, ™= = r L ’ e

Continued:

A single test for each of the trusses were preformed as well; these tests are not contractually required:
1. Nirite contaminates: None identified (test strip)
2. Ph: 5 (test strip)

Abrasive blasting will continue until 6PM this night; welding for repairs upon the gate schedueld for 7AM (no prime coat
will be applied as of the date of this IDR). The undersigned will be present prior to start of operations to check for flash
rusing.

Ongoing work, All Pontoons: Dive repairs upon pontoons Fand G.
Significant Communications: None.

Non-conforming work / corrective measures noted on this date: None.
Safety-related problems Jcorrective meastres : None.

Traffic control setup / corrective measures: None.

Night Shift, Abrasive blasting basin gate until 6PM.




Inspector’s Daily Report

TransGroup e=
SR520 Pontoon P -
O'Neill Environmental
IDR Sheet 'QA Key Personnel Function |Date
Sheet 4 of Structural Inspector _ | Thursday, March 12, 2015
Inspector IDR Report #
Doug Brinius 3/12/2015 DB

Inspector's Notes

TOP SIX: Sulfate and chloride sleeve testing, casting basin gate




TransGroup Inspector’s Daily Report o=
SR520 Pontoon -
O'Neill Environmental
IDR Sheet |QA Key Personnel Function |Date
Sheet 5 of 9 Structural Inspector | Thursday, March 12, 2015
Inspector IDR Report # .
Doug Brinius 3/12/2015 DB

Inspector’'s Notes Contin

ued

TOP SIX: Sulfate and chloride results, casting basin gate




TransGroup Inspector’s Daily Report ’ o=
SR520 Pontoon O'Neill En "0 tal
O'Neill Environmenta

IDR Sheet [QA Key Personnel Function |Date

Sheet 6 of 9 Structural Inspector ~___|Thursday, March 12,2015
Inspector IDR Report # )
Doug Brinius 3/12/2015 DB

Inspector's Notes Continued

TOP SIX: Sulfate and chloride sleeve testing, casting basin gate




TransGroup Inspector’s Daily Report o=
SR520 Pontoon — i
O’Neill Environmental

IDR Sheet |QA Key Personnel Function Date

Sheet 7 of 9 _ Structural Inspector Thursday, March 12, 2015
Inspector IDR Report # '
Doug Brinius 3/12/2015 DB
Inspector's Notes Continued

TOP SIX: KTA FIL test results, blast medium, basin gate
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SR520 Pontoon -

O'Neill Environmental
IDR Sheet |QA Key Personnel Function |Date
Sheet 8 of 9 Structural Inspector B | Thursday, March 12, 2015

Inspector IDR Report # ==
Doug Brinius 3/12/2015 DB
Inspector's Notes Continued

W

Tester PRESS-OP

TOP SIX: Surface anchor profile, repair profile, noted areas of blasting and coatinsg failure




Inspector’s Daily Report

TransGroup o=
SR520 Pontoon e A=
O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 9 of 9 Structural Inspector .~ |Thursday, March 12, 2015
Inspector IDR Report #
Doug Brinius 3/12/2015 DB

Inspector's Notes Continued

TOP SIX: Surface profile, repair profile, noted areas requiring more abrasive
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TransGroup Inspector’s Daily Report o=
SR520 Pontoon ol A
O'Neill Environmental
IDR/FDR Sheet |QA Key Personnel Function ‘ Friday, March 13, 2015
1 of 13 | Quality Testing Supervisor/ Structural Inspector___ [ —
eather L. ==
AM See Attached Weather Report —— ___PMSee Attached Weather Report .
inspector T IDR Report # Project #
Doug Brinius I 3/13/2015DB 7826
"8 = Subcontractor or Agent Approved Subcontractor's Representative/Title
K-G anstrugtig& Managers o Yes Aaron Byron, Dus}in_Qprlat\po .
G General Superintendents “Ves |soaqunedna Bontores o
K-G Quality Manager I Yes |ScottThompson I
longPainthg . ———— “Yes  |pavesatet

Witness Point, Basin Gate Coating:

coat.

The undersigned was present at 6:45AM to investigate all trusses for flash rusting, as old coating system was abrasive
blasted down to substrate on 3/12/15 (stopped at end of shift at 6:00PM on 3/ 12/15). Long painting has
confirmed that blasted surfaces would be blown with compressed air and wiped with Methy! Ethel Keytone prior to primer

Sandblasting operations continued for all trusses; non-silica abrasive blast medium Kleen-Blast with abrasive blast
#6/#7 nozzle used to create blast pattern of 2.5"-3" for spot repairs. Inspection of anchor profile preformed by QC Dave
Bartlett and the undersigned, as witnessed by WSDOT representative. Testex Press-O-Film strips (X-coarse) read with
spring micrometer used in areas of abrasive blasting repair and grinder wheel spot repairs, recorded in mils; Sherman
Williams has recommended a minimum anchor profile of 2 mils. The following are the anchor profile results:
Truss 2: 3.4, 3.0, 3.1, 2.0 (grinder wheel repair), 3.4, 3.8, 3.0, 3.3
Truss 3: 2.1 (grinder wheel repair), 3.3, 3.0, 3.5, 3.8, 4.1, 2.5 (grinder wheel repair), 3.0

Juan Martinez of Krazan employed UT testing and was present to verify repairs upon new coatings failures and upon
damaged areas to gate as outlined by Trevor Lighty, PE (see attached email for locations and direction).
After abrasive blasting the front faces of trusses 2 and 3, trusses were blown with compressed air and treated with Methyl
Ethel Keytone prior to Zinc application. 3.5 gallons of Corothane I Galvapac 1k Zinc Primer mixed via electric hand paddle
for 3 minutes, and agitated within containers at 45 minutes. Primer applied with 3/8" synthetic rollers and natural bristle
hand brushes; QA and QV representatives present to follow priming crews to verify no holidays or missed areas during
application. Painters preformed independent QC verification of prime coatings with Wet Film Gauge; all of these readings
were between 5 to 6 mils; any areas under 4.5 mils (Sherwin Williams recommendation) were reapplied and retested with
WFT gauge. QA preformed WFT gauge testing on repairs as they were being placed, and found all final results to be
within 5-6 mils. Priming of front faces of these trusses concluded 8:00PM; average atmospheric conditions of QA
instrumentation revealed coating environment of between 68 F - 72 F, with humidity ranging from 30% to 40% within
tent; high/low thermometers have been activated by KG QC to monitor humidity and temperature of primer cure.
Ongoing work, All Pontoons: Dive repairs upon pontoons F and G.
Significant Communications: None.
Non-conforming work / corrective measures noted on this date: None.
Safety-related problems Jcorrective measures : None.
Traffic control setup / corrective measures: None.
Night Shift. None.

Photos/Videos taken today? Yes X No File:
Inspector's Shift Hours iDK - ~
From: 6:30 AM Doug Brinius ® e 3/13/2015
To:  830PM Inspectors-Signature— Date

Scott Thompson %ﬁ 3.06- 15"

Reviewed By Date




TransGroup Inspector’s Daily Report o=
SR520 Pontoon o
niee O'Neill Environmental
IDR Sheet |QA Key Personnel Function |Date
Sheet 3 of 13 Structural Inspector |Friday, March 13, 2015
Inspector T ' ) IDR Report# o
Doug Brinius 3/13/2015 DB

Inspector's Notes

TOP SIX: Atmospheric condions in tents 1 and 2, anchor profile testing, blast removal of failing coatings




Inspector’s Daily Report o=
)

TransGroup
SR520 Pontoon — :
O'Neill Environmental
IDR Sheet QA Key Personnel Function |Date
Sheet 4 of 13 Structural Inspector |Friday, March 13, 2015
Inspector IDR Report #
Doug Brinius 3/13/2015 DB
Inspector's Notes

TOP SIX: Substrate repairs, anchor profile testing, blast removal of failing coatings




Inspector’s Daily Report o=
Transerer SR oo O’'Neill Envﬁmmental

IDR Sheet TQA Key Personnel Function [Date
Sheet 5 of 13 Structural Inspector o |Friday, March 13, 2015
Inspector IDR Report #

Doug Brinius 3/13/2015 DB
Inspector's Notes Continued

TOP SIX: Substrate repairs, anchor profile testing, blast removal of failing coatings




Inspector’s Daily Report .E

TransGroup

SR520 Pontoon

O'Neill Environmental

IDR Sheet |QA Key Personnel Function Date
"Sheet 6 of 13  Stucturalinspector ~ |Frday,March 13,2015
Inspector IDR Report # I
Doug Brinius 3/13/2015 DB
Inspector's Notes Continued

TOP SIX: Repairs of truss 1, casting basin gate




TransGroup Inspector’s Daily Report Py
SRez0 Porfoen O'Neill Env;cl)nmental

"QA Key Personnel Function |Date
| Friday, March 13, 2015

IDR Sheet
Shee&.,,.,,.,,,,,,? of 18 ... Structural Inspector Jpe—— e,
IDR Report #

inspector
Doug Brinius 3/13/2015 DB
Inspector's Notes Continued

g B g

TOP SIX: Mag particle testing, weld repairs, anchor profile, Truss 1




TransGroup Inspector’s Daily Report o=
SR520 Pontoon ’ -
Q'Ngll_lEnvxronmental
IDR Sheet |QA Key Personnel Function |Date
_Sheet 8 of 13 Structural Inspector |Friday, March 13, 2015
Inspector IDR Report #

Doug Brinius 3/13/2015 DB

tinued

Inspector's Notes Con

TOP SIX: blasted surfaces, solvent, acnhor profile of Trusses 2 and 3




TransGroup Inspector’s Daily Report .,-"-'

SR520 Pontoon O'Neill Epvironmental
IDR Sheet 'QA Key Personnel Function \Date

Sheet 9 of 13 Structural Inspector R o Friday, March 13, 2015

Inspector IDR Report #

Doug Brinius 3/13/2015 DB

Inspector's Notes Continued

Tt ayi
AT T

TOP SIX: Zinc primer mixing, atmospheric testing Trusses 2and 3




inspector’s Daily Report o=
P

TransGroup
SR520 Pontoon — =
O’'Neill Environmental
IDR Sheet |QA Key Personnel Function |Date
Sheet 10 of 13 Structural Inspector R !Er_ig!ﬁay_, March 13, 2015
Inspector IDR Report #
Doug Brinius 3/13/2015 DB

Inspector's Notes Continued

TOP SIX: Zinc priming, Wi

FT testing, atmospheric testing Trusses 2 and 3




Inspector’s Daily Report o=
. sRsz0 Porioen O'Neill Environmental

g
i

TOP SIX: Zinc priming, WFT testing, Trusses 2 and 3




Inspector’s Daily Report o=
TransGroup SR520 Pontoon Q'Ngi!lEnyi‘ll':_) nmental

nd atmospheric conditions, Trusses 2 and 3

TOP SIX: Zinc priming a




Inspector’s Daily Report o=
TransGroup SR520 Pontoon O'Neill Envi‘;'z)nmeuwtal

|

TOP FOUR: Zinc priming, Trusses 2and 3




TransGroup Inspector’s Daily Report o=

SR520 Pontoon i -

O'Neill Environmental
IDR/FDR Sheet "QA Key Personnel Function ‘ Sunday, March 15, 2015
1 of 8 ', Quality Testing Supervisor/ Structural Inspector
Nesthor—— S - . U o RAL ) foosisao _—
AM See Attached Weather Report PM See Attached Weather Report
inspector ) I T IDR Report # “Project# -
Doug Brinius 3/15/2015 DB 7826
' ~ "~ gubcontractor or Agent _ Approved “~“"Subcontractor's Representative/Title

K-G Construci'gion Managers 1 Yes Aaron Byron, Dustin Donahoo
K-G General Superintendents _ ’ Yes Joaquin Medina, Ben Jones
K-G Quality. Manager R 1 Yes _ Scott Thompson N
longPainting Yes |paveBadtlet .

Witness Point, Basin Gate Coating:

compressed air and wiped with Methy! Ethel Keytone prior to primer coat.

anchor profile results (in mils):

Truss 1: 3.8, 3.0, 3.5, 2.6 (grinder wheel repair),3.3 3.5, 3.8,3.0,3.3,3.0,3.5

high of 76 F and low of 71 F), with humidity ranging from 39% to 339% within tent (QC recorded high of

Substrate temperature measured 74 F.

Ongoing work, All Pontoons: see above. Night shift is no longer active upon jobsite.
Significant Communications: None.

Non-conforming work / corrective measures noted on this date: None.
Safety-related problems /Jcorrective measures : None.

Traffic control setup / corrective measures: None.

Photos/Videos taken today? Yes X No File:

The undersigned was present at 6:45AM to investigate all trusses for flash rusting, as old coating system was abrasive-
blasted to substrate on 3/14/15 upon T1. Long painting has confirmed that blasted surfaces would be blown with

60% of abrasive blasting operations finished on truss 1 on 3/14/15 blown with compressed air and wiped with Methyl
Ethel Keytone (overlap cleaning into old coating system by at least 2" from repair prior to coating application). Inspection
of anchor profile preformed by QC Dave Bartlett and the undersigned, as witnessed by WSDOT representative. Testex
Press-O-Film strips (X-coarse) read with spring micrometer used in areas of abrasive blasting repair and grinder wheel spot
repairs, recorded in mils; Sherman Williams has recommended a minimum anchor profile of 2 mils. The following are the

3 gallons of Corothane I Galvapac 1k Zinc Primer reduced with Sherwin Williams Reducer #15 7% by weight by volume
(3840z/300z, 10% weight by volume recommended by Sherwin Williams); primer applied with airless sprayer. QA and QV
representatives present to follow priming crews to verify no noted holidays or missed areas during priming of T1 (only
outward/harborward side primed). Painters preformed independent QC verification of prime coatings with Wet Film Gauge;
all of these readings were between 5 to 6 mils; any areas under 4.5 mils (Sherwin Williams recommendation) were re-
applied and re-tested with WFT gauge. QA preformed WFT gauge testing on repairs as they were being placed, and found
all final results to be within 5 - 6 mils. Priming of all repairs for this trusses concluded 1:30PM; average atmospheric
conditions of QA instrumentation (digital psychrometer) revealed coating environment of between 68F - 77F (QC recorded

44% and low of

40%); high/low thermometers have been activated by KG QC to monitor humidity and temperature of primer cure.

Inspector's Shift Hours W -
From: _ 6:30 AM Doug Brinius -,

_630AM
To: 2:00 PM Inspector's Signatue———

200\ |
Scott Thompson W

Reviewed By

3/156/2015
Date

3-/6- 15

Date

AL
o’



Inspector’s Daily Report o=
wa

TransGroup
SR520 Pontoon s .
O'Neill Environmental
IDR Sheet QA Key Personnel Function |Date
Sheet 3 of 8 Structural Inspector Sunday, M’arch 15,2015
Inspector IDR Report #
Doug Brinius 3/15/2015 DB

Inspector's Notes

TOP SIX: anchor profile of T1 repairs




TransGroup Inspector’s Daily Report Y
SR520 Pontoon N -
O’Neill Environmental

IDR Sheet QA Key Personnel Function |Date

|
Sheet 4 of 8 Structural Inspector v |Sunday, March 15, 2015
Inspector IDR Report #

Doug Brinius 3/15/2015 DB
Inspector's Notes

TOP SIX: wet film thickness testing, priming repairs of T1, atmospheric conditions, anchor profile of T1 repairs




TransGroup Inspector’s Daily Report o=
SR520 Pontoon " i
O'Neill Epvironmental
IDR Sheet |QA Key Personnel Function !.Date
Sheet 5 of 8 Structural Inspector _ |Sunday, March 15, 2015
Inspector - ' DR Report # ‘ o
Doug Brinius 3/15/2015 DB

Inspector's Notes Continued

TOP SIX: wet film thickness testing, priming repairs of T1, atmospheric conditions




Inspector’s Daily Report o=
A

TransGroup
SR520 Pontoon — 4
0 Nepl_lEnvwonmenw
IDR Sheet TQA Key Personnel Function |Date
Sheet 6 of 8 Structural Inspector _|Sunday, March 15, 2015
Inspector IDR Report #
Doug Brinius 3/15/2015 DB
Inspector's Notes Continued

)

ed in tent 2.

TOP SIX: wet film thickness testing, priming repairs of T1, gap not




TransGroup Inspector’s Daily Report o=
SR520 Pontoon O'NeillE = |
)'Neill Environmenta

IDR Sheet |QA Key Personnel Function |Date

Sheet 7 of 8 Structural Inspector o |sunday, March 15, 2015
Inspector IDR Report # o

Doug Brinius 3/15/2015 DB

Inspector's Notes Continued

TOP SIX: atmospheric conditions for T1, wet film thickness testing, priming SS brackets for T1.




Inspector’s Daily Report ‘~=
-

TransGroup
SR520 Pontoon - 4
O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 8 of 8 ,S,,IFQQtELa“Jf?SPeQ‘Or — [ = sSUQdEY-M?"Qhwz 2015 B
Inspector IDR Report #
Doug Brinius 3/15/2015 DB
Inspector's Notes Continued

TOP SIX: atmospheric conditions for T1, priming SS brackets for T1.




TransGroup Inspector’s Daily Report Y

SR520 Pontoon AN

. O'Neill Environmental
IDR/FDR Sheet QA Key Personnel Function ' — Tuesday, March 17, 2015
1 of 7 | Quality Testing Supervisor/ Structural Inspector
Vel | Ay fes ey o —— ==
~ AM See f\_ttagh?é_,W%}ﬁ%f_BSPO't o PM See Attached Weather Report

Inspector ' o T - ~IDRReport#  Project# - )
Doug Brinius 3/17/2015 DB 7826

T T L Approved ~ Subcontractor's Representative/Title
K-G Construction Managers T Yes |maronByron, Dustin Donahoo
K-G General Superintendents T Yes Josqun Modna,Bendones
KGQualtyManager | Yes  |ScotThompson -
Long Painting ~ e oS [Deveiorticl o o )

Witness Point, Basin Gate Coating:
Long painting has applied top coat of Dura-Plate 235 upon all areas receiving intermediate coat on 3/16/15 on trusses 2

and 3, and continued abrasive blasting operations for T1.

QA and QV representatives present to verify intermediate coatings upon repairs in trusses 2 and 3, which had cured for
12 hours at an average of 70 F and 34% humidity; QA preformed dry film thickness testing with Extech CG204 coating
thickness tester. The lowest DFT read was 5.22 mils, the highest being 10.66 mils, with an average reading of 9.58 mils
for T3 and 8.23 mils for T2, taken over the course of 40 test locations (20 tests per truss) at trusses 2 and 3. QA/QV
followed crews to verify no additional noted holidays or missed areas during application of top coat. Dura-Plate 235 Multi-
Purpose Epoxy (Lot A: VMO0783ZA 00501 MDF ASF/ Lot B: VM0454CG 00092 HAE LFS 440), allowed 15 minutes of sweat-
in-time at 73 F, reduced with R7K104 Reducer at 10% weight by volume (120z/1280z); Dura-Plate mixed and reduced by
gallon. Dura-Plate applied via airless sprayer. Painters preformed independent QC verification of prime coatings with wet
film gauge; all of these readings were between 8 to 12 mils. QA preformed WFT gauge testing on repairs as they were
being placed, and found all final results to be within 8 - 12 mils. Top coatings of all noted repairs for trusses 2 and 3
concluded 5:30PM; average atmospheric conditions of QA instrumentation (digital psychrometer) revealed coating
environment of between 75F - 80F (QC recorded high of 82 F and low of 68 F), with humidity ranging from 26% to 40%
within tent (QC recorded high of 46% and low of 32%); high/low thermometers have been activated by KG QC to monitor
humidity and temperature of primer cure. Substrate temperature measured 75 F.

Ongoing work, All Pontoons: see above. Night shift is no longer active upon jobsite.
Significant Communications: None.

Non-conforming work / corrective measures noted on this date: None.
Safety-related problems /corrective measures : None.

Traffic control setup / corrective measures: None.

Photos/Videos taken today? Yes

Inspector's Shift Hours

Doug Brinius W\,h

From: 7:00 AM 3/17/2015
To: 5:00 PM Inspecto@ — Date
Scott Thompson W T/E- /5’
Reviewed By Date

p

o




TransGroup

Inspector’s Daily Report
SR520 Pontoon

O'Neill Environmental

IDR Sheet
Sheet
Inspector

|QA Key Personnel Function |Date

oL

IDR Report #
3/17/2015 DB

[ Tuesday, March 17, 2015

Doug Brinius

Inspector's Notes

CANCEL

v

T2 il

"COATINGS

TOP SIX: DFT readings for Dura-Plate T2 and T3 intermediate coats, Dura-plate

batches and reducer used




TransGroup Inspector’s Daily Report Y
SR520 Pontoon - e
O'Neill Environmental

IDR Sheet |QA Key Personnel Function Date

Sheet 4 of 7 Structural Inspector ___ |Tuesday, March 17, 2015
Inspector IDR Report # T
Doug Brinius 3/17/2015 DB

Inspector's Notes
= ]

CANCEL

v

TOP FOUR: DFT readings for Dura-Plate T2 and T3 intermediate coat
BOTTOM TWO: Conditions for top coat for Dura-Plate T2 and T3 top coat




TransGroup Inspector’j Daily Report o=
SR520 Pontoon 4=
O'Neill Environmental
IDR Sheet |QA Key Personnel Function |Date
Sheet 5 of 7 Structural Inspector | Tuesday, March 17, 2015
Inspector IDR Report #
Doug Brinius 3/17/2015 DB
Inspector's Notes Continued
T :

TOP SIX: DFT readings for Dura-Plate T2 and T3 intermediate coat and top coat of Dura-Plate




Inspector’s Daily Report

TransGroup
SR520 Pontoon
O'Neill Environmental
IDR Sheet [QA Key Personnel Function Date
_Sheet 6 of T ~ Structural Inspector I — _,,,.,..S.IHE§Q§¥'A“’La..r@ﬂ_- 2015
Inspector IDR Report # ="
Doug Brinius 3/17/2015 DB

Inspector's Nof

tes Continued

TOP SIX: Atmospheric conditions for T2and T

3 top coats, anchor profile, areas of concern of T2and T3




Inspector’s Daily Report o=
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TransGroup
SR520 Pontoon e 4
O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 7 of 7 Structural Inspector S _ Tuesday, March 17, 2015
Inspector IDR Report # S R
Doug Brinius 3/17/2015 DB
Inspector’'s Notes Continued

ickness testing

TOP FOUR: Atmospheric conditions for T2 and T3 top coats, wet film th




TransGroup Inspector’s Daily Report o=
SR520 Pontoon - s
O'Neill Environmental
IDR/FDR Sheet QA Key Personnel Function Wednesday, March 18, 2015
o et A1 | Qualiy Testing Supervisor/ Structural Inspector |
T B )
__AM See Attached Weather Report : _____PM SceAliactied Weathér Report
Inspector IDR Report # Project#
DougBrinius . _318/2015DB 7826
’ Subcontractor or Agent Approved Subcontractor's Representative/Title
K-G Construc_tiorl Managers ) ~ Yes Aaron Byron, Dustin Donahoo
<G Gonoral Superinendents | Yes |wewnvedaseniores
K-G Quality Manager Yes Scott Thompson .
Long Painting | Yes  |DaveBarlett e N

Witness Point, Basin Gate Coating:

Long painting has applied intermediate coat of Dura-Plate 235 upon noted holidays upon backsides of trusses 2 and 3,
and has primed abrasive blasted substrate of T1 with Corothane I Galvapac 1k Zinc primer.

QA and QV representatives present to verify final DFT readings of coatings upon repairs in trusses 2 and 3, which had
cured for 12 hours at an average of 72 F and 36% humidity; QA preformed dry film thickness testing with Extech CG204
coating thickness tester. The lowest DFT read was 13.22 mils, the highest being 24.58 mils, with an average reading of
17.60 mils for T3 and 18.73 mils for T2, taken over the course of 80 test locations (40 tests per truss) at trusses 2 and 3.
QA/QV followed crews to verify no additional noted holidays or missed areas during application intermediate coating to
repairs upon inward/landward side of gate which had been ground down to original primer, but not to bare substrate.
Dura-Plate 235 Multi-Purpose Epoxy (Lot A: XM0783ZA MDF ASF/ Lot B: VM0454CG 00092 HAE LFS 440), non-reduced.
Dura-Plate applied 3/8" roller. Painters preformed independent QC verification of prime coatings with wet film gauge; all of
these readings were between 8 to 12 mils. QA preformed WFT gauge testing on repairs as they were being placed, and
found all final results to be within 8 - 12 mils. Coating for missed repairs for trusses 2 and 3 concluded 3:30PM; average
atmospheric conditions of QA instrumentation (digital psychrometer) revealed coating environment of between 72F - 84F
(QC recorded high of 82 F and low of 68 F), with humidity ranging from 26% to 36% within tent (QC recorded high of
40% and low of 26%); high/low thermometers have been activated by KG QC to monitor humidity and temperature of
primer cure. Substrate temperature measured 73 F.

After abrasive blasting operations finished on truss 1, it was blown with compressed air and wiped with Methyl Ethel
Keytone (overlap cleaning into old coating system by at least 2" from repair prior to coating application). Inspection of
anchor profile preformed by QC Dave Bartlett and the undersigned, as witnessed by WSDOT representative. Testex Press-
O-Film strips (X-coarse) read with spring micrometer used in areas of abrasive blasting repair and grinder wheel spot
repairs, recorded in mils; Sherman Williams has recommended a minimum anchor profile of 2 mils. 20 tests preformed to
find average anchor profile of 3.5mils; all repairs achieved a minimum profile of at least 2 mils.

9 gallons of Corothane I Galvapac 1k Zinc Primer (XM2204VB, sublots 00491,00448 and 00445) reduced with Sherwin
Williams Reducer #15 10% by weight by volume (3840z/380z, 10% weight by volume recommended by Sherwin
Williams); primer applied with 3 airless sprayers. QA and QV representatives present to follow priming crews to verify no
noted holidays or missed areas during priming of T1 (both inward and outward faces). Painters preformed independent QC
verification of prime coatings with Wet Film Gauge; all of these readings were between 5 to 6 mils; any areas under 4.5
mils (Sherwin Williams recommendation) were re-applied and re-tested with WFT gauge.

1

Continued on Page 3.

Photos/Videos taken today? Yes X No File:
Inspector's Shift Hours - -
From: 7:00 AM Doug Brinius 3/18/2015
To: 6:00 PM Inspector's Signdture D Date

Scott Thompson % %\, 3/ 9//5’

Reviewed By Date




TransGroup Inspector’s Daily Report .“,‘_‘
SR520 Pontoon - -
O'Neill Epvironmental

IDR Sheet |QA Key Personnel Function Date
Sheet 3 of 11 Structural Inspector Wednesday, March 18, 2015

Inspector IDR Report #
Doug Brinius 3/18/2015 DB

Inspector's Notes

Continued:

QA preformed WFT gauge testing on repairs as they were being placed on T1 and found all final results to be within 5 -6
mils. Priming of all repairs for this trusses concluded 6:00PM; average atmospheric conditions of QA instrumentation
(digital psychrometer) revealed coating environment of between 73F - 84F (QC recorded high of 83 F and low of 71 F),
with humidity ranging from 44% to 31% within tent (QC recorded high of 46% and low of 32%); high/low thermometers
have been activated by KG QC to monitor humidity and temperature of primer cure. Substrate temperature measured 77
F.

Ongoing work, All Pontoons. see above. Night shift is no longer active upon jobsite.

Significant Communications: None.

Non-conforming work / corrective measures noted on this date: None.

Safety-related problems Jcorrective measures : None.

Traffic control setup / corrective measures: None.




TransGroup

Inspector’s Daily Report

®=
SR520 Pontoon . —
O'Neill Environmental
IDR Sheet | QA Key Personnel Function |Date
Sheet 4 of 1 Structural Inspector - |Wednesday, March 18, 2015
Inspector IDR Report #
Doug Brinius 3/18/2015 DB
Inspector's Notes

pxrnet

i
i
i
i
I
i

TOP SIX: Final DFT readings for Dura-Plate T2 and T3 top coats




TransGroup Inspector’s Daily Report

e=
SR520 Pontoon -
O'Neill Environmental
IDR Sheet QA Key Personnel Function Date
Sheet 5 of 11 Structural Inspector , {Wednesday, March 18, 2015
Inspector IDR Report # ‘
Doug Brinius 3/18/2015 DB

Inspector's Notes Continued

B
3
H
i
I
3

TOP SIX: Final DFT readings for Dura-Plate T2 and T3 top coats




TransGroup Inspector’s Daily Report o=
SR520 Pontoon O'Neill E . |
J Nellltpvironmenta

IDR Sheet |QA Key Personnel Function Date

Sheet 6 of 11 Structural Inspector o ) Wednesday, March 18, 2015
Inspector IDR Report # - '
Doug Brinius 3/18/2015 DB
|Inspector's Notes Continued

TOP SIX: Final DFT readings, trusses 2 and 3, anchor profile, undercut in weld for zinc anode foot at 4T, SS clips primered




TransGroup Inspector’s Daily Report Y
SR520 Pontoon O'Neill E — |
O'Neill Environmenta

IDR Sheet |QA Key Personnel Function |Date

Sheet 7 of 11 Structural Inspector |Wednesday, March 18, 2015
Inspector IDR Report # - AL EIA S LA
Doug Brinius 3/18/2015 DB
Inspector's Notes Continued

TOP TWO: Final DFT readings, trusses 2 and 3
BOTTOM FOUR: Inspection of Zinc primer upon T1, WFT of zinc primer, atmospheric conditions and




TransGroup Inspector’s Daily Report o=
SR520 Pontoon s .
O'Neill Environmental

IDR Sheet |QA Key Personnel Function |Date

Sheet 8 of 11 Structural Inspector |Wednesday, March 18, 2015
Inspector IDR Report # ) ‘
Doug Brinius 3/18/2015 DB
Inspector’'s Notes Continued

TOP SIX: Anchor profile readings, Belleville springs to be disassembled, hole within anode weld, truss 1




TransGroup Inspector’s Daily Report o=
SR520 Pontoon 4=
O'Neill Environmental

IDR Sheet |QA Key Personnel Function |Date

Sheet 9 of 11 Structural Inspector - |Wednesday, March 18, 2015
Inspector IDR Report #
Doug Brinius 3/18/2015 DB
Inspector's Notes Continued

TOP SIX: Anchor profile readings, truss 1




TransGroup Inspector’s Daily Report o=
SR520 Pontoon =
O’Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 10 of 1 Structural Inspector |Wednesday, March 18, 2015
Inspector IDRReport# .
Doug Brinius 3/18/2015 DB

Inspector's Notes Continued

"Rﬁmw:&m '
COATINGS s

“,.“l'._ VWY mvze -,u‘\l
TOP THREE: Zinc primers used for truss 1




TransGroup Inspector’s Daily Report o
SR520 Pontoon o=

O’Neill Environmental

TOP SIX: Final DFT readings for Dura-Plate T2 and T3 top coats




TransGroup Inspector’s Daily Report o=
SR520 Pontoon — -
O'Neill Environmental

IDR/FDR Sheet QA Key Personnel Function j’l"hursday, March 19, 2015
1 of 18 | Quality Testing Supervisor/ Structural Inspector
Weather
~ AM See Attached Weather Report ) - PM See Attached Weather Report
Inspector IDR Report # Project#
Doug Brinius 3/19/2015 DB 7826

7 Subcontractor or Agent o Approved “Subcontractor's Representative/Title
K-G Construction Managers Yes Aaron Byron, Dustin Donahoo
K-G Ggggrg[ﬁupe_ript}endents ‘ Yes Joaquin Medina, Ben Jones ) o - B
K-GQualityManager Yes |Scott Thompson -
Long Painting . Yes  |paveBaet o

Witness Point, Basin Gate Coating:

Long painting has applied final coat of Dura-Plate 235 upon noted holidays upon backsides of trusses 2 and 3, and has
completed priming holidays of abrasive blasted substrate of T1 with Corothane I Galvapac 1k Zinc primer. @

QC and QA conducted DFT readings upon millage of Zinc upon T1; QC and QA preformed 80 tests each upon T1, and m
determined range thickness range of between 3-6 mils; any areas less than 3 mils received additional coat of Zinc primer. &
3 gallons of Corothane I Galvapac 1k Zinc Primer (XM2204VB, sublots 00449) reduced with Sherwin Williams Reducer #15 ﬂl?
10% by weight by volume (3840z/380z, 10% weight by volume recommended by Sherwin Williams) to holidays within T1;
primer applied with 3/8" rollers. QA and QV representatives present to follow priming crews to verify no additional noted
holidays or missed areas during priming of T1 (both inward and outward faces). Painters preformed independent QC &=
verification of prime coatings with Wet Film Gauge; all of these readings were between 5 to 6 mils; any areas under 4.5
mils (Sherwin Williams recommendation) were re-applied and re-tested with WFT gauge.

QC and QA conducted DFT readings upon top coated repairs in T2 and T3; QC and QA preformed 80 tests per truss, and <
determined thickness range of between 15-20 mils; any areas less than 15 mils identified and marked by QA. It was also
noted that within 80 tests taken per truss, approximately 20 of these tests exceeded the maximum millage by an average
of four to five mils; additional direction from Sherwin Williams needed for cure curve of additional millage. 0.5 gallons of
Dura-Plate 235 (Lot XM0125EB 00021 MOF FBF) applied as top coat to all remaining repairs on trusses 2 and 3; QA
preformed WFT gauge testing on repairs and found all final results to be within 8 - 12 mils. Priming of T1 had average <—
atmospheric of 73F - 84F (QC recorded high of 83 F and low of 71 F), with humidity ranging from 44% to 31% within tent
(QC recorded high of 46% and low of 32%); tent containing trusses 2 and 3 T1 had average atmospheric of 92F - 86F (QC
recorded high of 92 F and low of 84 F), with humidity ranging from 30% to 26% within tent (QC recorded high of 32%
and low of 26%) high/low thermometers have been activated by KG QC to monitor humidity and temperature of primer
cure. Substrate temperature measured 77 F.

Ongoing work, All Pontoons: see above. Night shift is no longer active upon jobsite. Cal Portland batch plant disassembly
continued.

Significant Communications. None.

Non-conforming work / corrective measures noted on this date: None.

Safety-related problems /corrective measures : None.

Traffic control setup / corrective measures: None.

!

Photos/Videos taken today? Yes X No File:
Inspector's Shift Hours m <
From: 7:00 AM Doug Brinius e — 3/19/2015
To: 6:00 PM Inspector’s Signature— > Date
Scott Thompson 7 F-22-/8"

Reviewed By Date




Inspector’s Daily Report

TransGroup
SR520 Pontoon
O'Neill Environmental
IDR Sheet |QA Key Personnel Function |Date
Sheet 3 of 18  Structural Inspector - | Thursday, March 19, 2015
inspector S IDR Report # o - B
Doug Brinius 3/19/2015 DB
Inspector's Notes
o

i
{
|
|

TOP SIX: Atmospheric conditions and anchor profile testing for ap

plication of Zinc primer to T1, primer application




TransGroup Inspector’s Daily Report o=
SR520 Pontoon s -~
O'Neill Environmental

IDR Sheet |QA Key Personnel Function |Date

Sheet 4 of 18 Structural Inspector t‘Thursday, March 19, 2015
Inspector IDR Report #
Doug Brinius 3/19/2015 DB

Inspector's Notes

TOP SIX: Final DFT readings for Dura-Plate T2 and T3 top coats, grinding SS clips of old coatings,
zinc primer on T1 and independent QV DFT verification.




Inspector’s Daily Report

TransGroup
SR520 Pontoon
O'Neill Environmental
IDR Sheet |QA Key Personnel Function |Date
Sheet 5 of 18  Structural Inspector o | Thursday, March 19, 2015
Inspector IDR Report # o T
Doug Brinius 3/19/2015 DB
Inspector's Notes Continued

TOP SIX: Final DFT readings, trusses 2and3




TransGroup Inspector’s Daily Report o=
SR520 Pontoon O'NeillEn - |
)'Neill Environmenta

Date
| Thursday, March 19, 2015

IDR Sheet [QA Key Personnel Function

Sheet 6  of 18 Structural Inspector
Inspector IDR Report #

Doug Brinius 3/19/2015 DB
||_rEpector‘s Notes Continued

Casting Thatowas Iosme SN

RXTROM

TmGer

TOP SIX: Final DFT readings, trusses 2and 3




Inspector’s Daily Report o=
e

TransGroup
SR520 Pontoon
O'Neill Environmental
IDR Sheet |QA Key Personnel Function |Date
Sheet 7 of 18 Structural Inspector | Thursday, March 19, 2015
Inspector IDR Report # T
Doug Brinius 3/19/2015 DB

Inspector's Notes Continued

o R4

' ,18un.

20 1)

TOP SIX: Final DFT readings, trusses 2 and 3, with noted areas requring second coat (top two)




TransGroup Inspector’s Daily Report .E

SR520 Pontoon
. O’'Neill Environmental
IDR Sheet |QA Key Personnel Function |Date
Sheet 8 of 18 Structural Inspector o ) \Th,ursday,‘March 19, 2015
Inspector IDR Report # .
Doug Brinius 3/19/2015 DB
Inspector's Notes Continued

TOP SIX: DFT readings for Zinc primer of T1




TransGroup Inspector’s Daily Report Py
SR520 Pontoon a
O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 8 of 18 Structural Inspector o | Thursday, March 19, 2015
Inspector IDR Report # T
Doug Brinius 3/19/2015 DB

Inspector's Notes Continued

TOP SIX: DFT readings for Zinc primer of T1




TransGroup Inspector’s Daily Report o=
SR520 Pontoon -
O'Neill Environmental
IDR Sheet |QA Key Personnel Function |Date
Sheet 10 of 18 Structural Inspector ; | Thursday, March 19, 2015
Inspector IDR Report #
Doug Brinius 3/19/2015 DB

Inspector's Notes Continued

TOP SIX: DFT readings for Zinc primer of T1




Grou Inspector’s Daily Report N
TmpsGmUR SR520 Pontoon i .,‘=
O’Neill Environmental

TOP SIX: DFT readings for Zinc primer of T1




Inspector’s Daily Report o=
Transree? RBFIb Pl O’Neill Envfr-cl)nmental

TOP SIX: DFT readings for Zinc primer of T1




Inspector’s Daily Report o=
Transret? SR520 Pontoon O'Neill Envfr.c')twmenta|

TOP SIX: DFT readings for Zinc primer of T1




Inspector’s Daily Report o=
Transeret? BREE0Panfast O'Neill Envir‘onmental

TOP SIX: DFT readings for Zinc primer of T1




Inspector’s Daily Report "
TransGroup SR520 Pontoon T .,‘=
O’Neill Environmental

ests to left, QA tests to right)

TOP SIX: DFT readings for Zinc primer of T1 (QC t




Inspector’s Daily Report o=
Trenseiet SR520 Pontoon O’'Neill Envfc')nmental

TOP SIX: DFT readings for Zinc primer of T1




Inspector’s Daily Report -
TransGiroup SR520 Pontoon - .,"
O'Neill Environmental

¥’

er of T1, Dura-plate 235 used for T2 and T3 touch ups

TOP SIX: DFT readings for Zinc prim




inspector’s Daily Report o=
Transre SRR O'Neill Envﬁ)nmentm

ns in tent housing T2 and T3
(middle two), atmospheric conditions in tent housing T1

TOP FIVE: Primer defects to be fixed on T1, atmospheric conditio




TransGroup Inspector’s Daily Report o=
SR520 Pontoon _ -
O'Neill Environmental

!

IDR/FDR Sheet QA Key Personnel Function l Friday, March 20, 2015
1 of 6 Quality Testing Supervisor/ Structural Inspector |

Weather

AM See Attached Weather Report PM See Attached Weather Report

Inspector IDR Report # Project #

Doug Brinius 3/20/2015 DB 7826
Subcontractor or Agent Approved Subcontractor's Representative/Title

K-G Construction Managers Yes Aaron Byron, Dustin Donahoo

K-G General Superintendents Yes Joaquin Medina, Ben Jones

K-G Quality Manager Yes Scott Thompson

Long Painting Yes Dave Bartlett

Witness Point, Basin Gate Coating:

Long painting has applied intermediate coat of Dura-Plate 235 upon truss 1, and has completed top of Dura-Plate 235
coat on remaining noted holidays trusses 2 and 3.

QA conducted independent DFT readings upon millage of Zinc upon T1 (QC and QA had already preformed acceptance
Zinc DFT readings on 3/19/15), and verified range thickness range of between 3-6 mils (with notice that some areas have
provided readings of up to 8 mils); pencil hardness test for Zinc primer used for truss 1 was determined to have Moh
hardness of at least 4, tested when DFT readings within test area were 6 mils or greater, and randomly throughout repairs
for quality control purposes; 2H recommended by Sherwin Williams, which was achievable for all noted tests. For all
remaining final coat touch ups upon trusses 2 an 3, Dura-Plate 235 (Lot A: XM0125EB 00021 MOF FBF and XM12124CZ
00027 JAS HAE 440, lot B; B6700255 44 (2X) and VM3514WR 440) applied unreduced via 3/8" rollers; intermediate coat
of Dura-Plate 235 [Lot A: VM1834CA 00070-00073-00076-0007, lot B: YM1413WX 0682 (5X)] applied upon truss 1. QA
and Long QC preformed WFT gauge testing on repairs and found all final results to be within 8 - 12 mils. Areas less than 8
mils in WFT were re-brushed. Trusses re-touched where runs or sags present.

Intermediate coating of T1 truss had average atmospheric conditions of 85F - 72F (QC recorded high of 83F and low of
71F), with humidity ranging from 44% to 36% within tent (QC recorded high of 44% and low of 30%). Tent containing
trusses 2 and 3 had average atmospheric of 74F/56% humidity at the Northern section of tents, 86F/43% humidity at the
middle section and 100F/26% humidity at the Southern section.

It has been discussed with KG-QC Josh Norquist that curing schedule, most notably upon trusses 2 and 3 due to the
large size of the tent and inherent temperature differentiations within; curing will be conducted upon the coldest portion
recorded inside the tent for that respective gate truss, per the attached curing charts as provided by Sherwin Williams. As
top coats have been trending towards 11 and 12 WFT, 12 mil line used for modling purposes. Per attached chart, a
minimum of 12 days at 102.5F or 7 days at 115F required for curing. Curing for Trusses 2 and 3 begin today at 3 PM.

Ongoing work, All Pontoons: see above. Night shift is no longer active upon jobsite. Cal Portland batch plant disassembly
continued.

Significant Communications: None.

Non-conforming work / corrective measures noted on this date: None.

| Safety-related problems /corrective measures : None.
Traffic control setup / corrective measures: None.

Gate Cure Schedule: TRUSS 2/3: 0 days cure. TRUSS 1: 0 days cure.

Photos/Videos taken today? Yes X No File:

Inspector's Shift Hours

From: 7:00 AM Doug Brinius

To:___ 6:00PM lnspectow Date

Scott Thompson ___ W B-232-15

Reviewed By Date

b 3/20/2015




TransGroup Inspector’s Daily Report Py
SR520 Pontoon 4=
O’Neill Environmental
IDR Sheet QA Key Personnel Function |Date
Sheet 3 of 6 Structural Inspector Friday, March 20, 2015
Inspector ' IDR Report #

Doug Brinius

3/20/2015 DB

Inspector's Notes

TOP SIX: Atmospheric conditions for coating T1, DFT and anchor profile testing for application of intermediate coat of

Dura-Plate to T1, application




TransGroup Inspector’s Daily Report o=
SR520 Pontoon 4=
O'Neill Environmental
IDR Sheet |QA Key Personnel Function 1Date
_Sheet 4 of 6 Structural Inspector |Friday, March 20, 2015
Inspector IDR Report # - T
Doug Brinius 3/20/2015 DB

Inspector's Notes

TOP SIX: Stripe coat for T1, pencil hardness and DFT tests upon primer of T1, atmospheric conditions for curing for
Trusses 2 and 3




TransGroup Inspector’s Daily Report o=
SR520 Pontoon A
O’Neill Environmental
IDR Sheet QA Key Personnel Function |Date
Sheet 5 of 6 ‘Structural Inspector |Friday, March 20, 2015
Inspector IDR Report # T
Doug Brinius 3/20/2015 DB

Inspector's Notes Continued

TOP SIX: Intermediate coat and WFT testing Truss 1, atmospheric conditions in Trusses 2 and 3




Inspector’s Daily Report o=
_—

TransGroup
SR520 Pontoon
O’Neill Environmental
IDR Sheet QA Key Personnel Function |Date
_ Sheet 6 of 6 Structural Inspector ) |Friday, March 20, 2015
Inspector IDR Report # o
Doug Brinius 3/20/2015 DB

Inspector's Notes Continued

TOP SIX: Intermediate coat, WFT testing Truss 1, atmospheric conditions in Trusses 2and 3




Drying Schedule Interpolation (WFT)

Dura-Plate 235

9-12 mil'Required

’ 9 mil 1.2 mil

Temp. Recoat Cure Recoat Cure

deg.F Hours | Hours Days . Hours Hours Days
40 .18 504 21.0 24 672 .28.0
45 16 468 19.5 22 624 26.0
50 14 432 18.0 19 576 24.0
55 13 396 16.5 17 528 22.0
60 11 360 15.0 14 480 20.0
65 9 324 13.5 12 432 18.0
70 7 288 *12.0 9 384 16.0
77 5 252 10.5 7 336 14.0
80 5 236 9.8 6 315 i3.1
35 T4 220 9.2. 6 293 12.2
g0 4 204" 8.5 5 272 11.3

" g5 3 188 7.8 4 251 10.4»

100 3 172 7.2 4 229 9.6
105 2 156 6.5~ 3 208 8.7
110 2 140 5.8 2 187 . 7.8
115 1 124 5.2 1 165 6.9

- 120 - 108 4.5 1 144 6.0

Note: Based on 50% RH

SCHMIDT
2/23/15
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TransGroup Inspector’s Daily Report .‘-'-
SR520 Pontoon p—_— -
0'Neill Environmental
IDR/FDR Sheet QA Key Personnel Function Saturday, March 21, 2015
D= 1 of 4 .. __Quality Testing .,5_,‘49?’Xii9”,,3t’“¢t”’a‘ Inspector
Heather ; ervisor/ Structural Inspector | "
AW See Attached Weather Reportt PM See Attached Weather Report
Inspector IDR Report # Project# I
DougBrinius . Kpproved _  3/21/2015DB 7826
Subcontractor or Agent Approved Subcontractor's Representative/Title T
K-G Construction Managers _Yes Aaron Byron, DustinDonahoo
K.G General Superintendents __ Voo |ieantoanazonsores o
K-G Quality Manager I . J— Scott Thompson
Long Painting e Yes  |paveBartlet ———— _ = -

Witness Point, Basin Gate Coating:

upon leaving.

continued.
Significant Commurl jcations: None.

Safety-related problems /corrective measures . None.
Traffic control setup / corrective measures: None.

temperature (of 20 readings): 99.6 F . TRUSS 1: 0 days cure.

| IS R

Photos/Videos taken today?

Inspector's Shift Hours
From: 7:00 AM
To: 3:30 PM

Doug Brinius

Reviewed By

Long painting has applied top coat of Dura-Plate 235 upon truss 1. QA conducted independent DFT readings upon

millage of intermediate coats of Dura-Plate, and verified DFT range of between 6-8 mils (noted reading of 11 mils DFT at
7T lower barrier wall, inward/landward up to mils). All other DFT readings for intermediate coat found to be between 6 to
8 mils. For all remaining final coat upon truss 1, Dura-Plate 235 [Lot A: XM0125EB 00021 MOF FBF and XM12124CZ |
00027 JAS HAE 440, lot B; B6700255 44 (2X) and VM3514WR 440)] applied, reduce with R7K104 Reducer at 10% weight |
by volume (1202/12802) and applied via 3 airless sprayers; [Lot A: XM8125EB 00025—00027-00022—00023-00016-00014— ‘
00017-00015 lot B: VM1413WX 0682 (8X)] applied upon truss 1. QA and Long QC preformed WFT gauge testing on 1
repairs and found all final results to be within 6 - 10 mils, areas less than 6 mils or greater than 12 mils in WFT were re- "
brushed. Trusses re-touched where runs or sags present. Truss 1 painted in average atmospheric conditions of 84F - 78F “
(QC recorded high of 85F and low of 76F), with humidity ranging from 40% to 33% within tent (QC recorded high of 41%
and low of 30%). Painting was concluded for truss 1 at 3:00PM, with an average cure temperature of 95F/28% humidity |

Ongoing work, All Pontoons: see above. Night shift is no longer active upon jobsite. Cal Portland batch plant disassembly !
Non-conforming work / corrective measures noted on this date: None.

Gate Cure Schedule: TRUSS 2/3: 1 day(s) cure, coldest area noted: 89.1 F, warmest area noted: 103.5 F, average tent 1

pesto !
Scott Thompson 4é %

File:

3/21/2015
Date

3-2615

Date




TransGroup Inspector’s Daily Report o=
SR520 Pontoon O'NeillE = |
J Nel nvironmenta

IDR Sheet |QA Key Personnel Function |Date

4Sheet -3 of 4 $trqct'qr§_| lnspector ) - |Saturday, March 21,2015
Inspector IDR Report # T ) T
Doug Brinius 3/21/2015 DB

Inspector's Notes

TOP SIX: Top coat of Dura-plate 235, WFT readings




Inspector’s Daily Report

TransGroup
SR520 Pontoon . 4
O'Neill Environmental
IDR Sheet |QA Key Personnel Function |Date
Sheet 4 of 4 Structural Inspector _|Saturday, March 21, 2015
Inspector IDR Report #

3/21/2015 DB

Doug Brinius

Inspector’'s Notes

TOP SIX: Top coat of Dura-plate 235, WET reading, curing conditions after 3:00PM




TransGroup Inspector’s Daily Report o=
SR520 Pontoon . g
O'Neill Environmental

IDR/FDR Sheet |QA Key Personnel Function Monday, March 23, 2015
1 o 17 Quality Testing Supgg{?§o[/ Structural Inspector
Weather S E— e e S
___AM See Attached Weather Report e PM See Attached Weather Report
Inspector IDRReport#  Project# m -
Doug Brinius 3/23/2015 DB 7826
Subcontractor or Agent ~Approved Subcontractor's Representative/Title
K-G Construction Managers . ’ Yes Aa[gwn&Byror‘](,‘ Dustin Donahoo
KG General Superintendents | Yes |soaqunMedina Bendones .
K-G Qualty Manager | _ Yes [scoftThompson
Long Painting Yes |Dave Barett B

Witness Point, Basin Gate Coating:

The undersigned was present along with Long Painting QC and WSDOT representative to preform pinhole detection upon
trusses 1, 2 and 3 and DFT readings upon T1. Trusses were inspected by the undersigned using Pipeline Inspection
Company's Spy 670 Holiday Detector, set to 80K range. The entirety of all repairs preformed for all trusses, both on ’
outward/inward, inspected for holidays. QC followed behind to apply single coat of Dura-plate 235 to all noted pinholes
after affected surfaces were abraded with sandpaper. QV followed, using digital psychrometer to record ambient curing
temperatures and humidity; typical recordings listed and included within attached photographs. Average temperature for
tent with trusses 2 and 3 at 96 F/26% humidity, average temperature for tent with truss 1 at 102 F/28% humidity. DFT
readings taken upon T1; top coat DFT found to be between 6-10 mils. QC Positector confirmed overall coating system
thickness, including Zinc primer; found that T1 coating system was between 15-20 mils after touch-up repairs. As per
conversation within QC/QV/QA groups, T1's cure schedule has started 2:00PM on this date. ’

Ongoing work, All Pontoons: see above. Night shift is no longer active upon jobsite. Cal Portland batch plant disassembly
continued.

Significant Communications: See attached letter from Sherwin Williams for cure time clarification.

Non-conforming work / corrective measures noted on this date: None.

Safety-related problems /corrective measures : None.

Traffic control setup / corrective measures: None.
Gate Cure Schedule: TRUSS 2/3: 3 day(s) cure, coldest area noted: 89.1 F, warmest area noted: 103.5 F, average tent

temperature (of 20 readings). 99.6 F. TRUSS 1: 0 days cure.

Photos/Videos taken today? X Yes __No File:
——
Inspector's Shift Hours \ * >
From: 7:00 AM Doug Brinius 3/23/2015
To: 3:30 PM Inspector's Signture __—— Date
Scott Thompson % ,Z I WJ'
Reviewed By Date




TransGroup Inspector’s Daily Report o=
SR520 Pontoon O'NeillE . |
J NelllEnvironmenta

IDR Sheet |QA Key Personnel Function Date

_Sheet 3 of 17 Structural Inspector Monday, March 23, 2015
Inspector IDR Report # T
Doug Brinius 3/23/2015 DB
Inspector's Notes

TOP SIX: Truss 2/3 holiday testing, T2/T3 tent temperature readings




TransGroup Inspector’s Daily Report o=
SR520 Pontoon I -
O'Neill Environmental

IDR Sheet |QA Key Personnel Function Date

Sheet 4 of 17 Structural Inspector , Monday, March 23, 2015
Inspector IDR Report # =bb-i
Doug Brinius 3/23/2015 DB

Inspector's Notes

TOP SIX: Truss 2/3 holiday testing, T2/T3 tent temperature readings




TransGroup Inspector’s Daily Report o=
SR520 Pontoon O'Neill E o |
J Nellltnvironmenta

IDR Sheet |QA Key Personnel Function Date

Sheet 5  of 17 Structural Inspector _ o Monday, March 23, 2015
Inspector IDR Report # - -
Doug Brinius 3/23/2015 DB

Inspector's Notes Continued

TOP SIX: Truss 2/3 holiday testing, T2/T3 tent temperature readings




TransGroup Inspector’s Daily Report Py
SR520 Pontoon <.

O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
~ Sheet 6 of 17  Structural Inspector o - - Monday, March 23, 2015
Inspector IDR Report # o
Doug Brinius 3/23/2015 DB
Inspector's Notes Continued

TOP SIX: Truss 2/3 holiday testing, T2/T3 tent temperature readings




TransGroup Inspector’s Daily Report Py
SR520 Pontoon st
O'Neill Environmental
IDR Sheet |QA Key Personnel Function |Date
Sheet 7 of 17 Structural Inspector R |Monday, March 23, 2015
Inspector IDR Report # ‘ T
Doug Brinius 3/23/2015 DB

Inspector's Notes Continued

TOP SIX: Truss 2/3 holiday testing, T2/T3 tent temperature readings




TransGroup Inspector’s Daily Report o=
SR520 Pontoon i e
O'Neill Environmental

IDR Sheet |QA Key Personnel Function Date
Sheet 8 of 17 Structural Inspector |Monday, March 23, 2015
Inspector IDR Report # o -
Doug Brinius 3/23/2015 DB
Inspector's Notes Continued

TOP SIX: Truss 2/3 holiday testing, T2/T3 tent temperature readings




TransGroup Inspector’s Daily Report o=
SR520 Pontoon .
O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 9 of 17 Structural Inspector Monday, March 23, 2015
Inspector IDR Report # ]
Doug Brinius 3/23/2015 DB

Inspector's Notes Continued

TOP SIX: Truss 2/3 holiday testing, T2/T3 tent temperature readings




TransGroup Inspector’s Daily Report o=
SR520 Pontoon O'NeillE — |
U'iNellicnvironmenta

IDR Sheet |QA Key Personnel Function Date

Sheet 10  of 17 Structural Inspector ) Monday, March 23, 2015
Inspector IDR Report # ' -
Doug Brinius 3/23/2015 DB

Inspector's Notes Continued

TOP SIX: Truss 2/3 and 1 holiday testing, T1 tent temperature readings




TransGroup Inspector’s Daily Report o=
SR520 Pontoon =

O’Neill Environmental

TOP SIX: Truss 1 holiday testing, T1 tent temperature readings




TransGroup Inspector’s Daily Report o=
e

SR520 Pontoon
k A

O’Neill Environmenta

TOP SIX: Truss 1 holiday testing, T1 tent temperature readings




Inspector’s Daily Report Py
=l

TransGroup
SR520 Pont = s -
oo O'Neill Environmental
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TOP SIX: Truss 1 holiday testing




TransGroup Inspector’s Daily Report Py
SR520 Pontoon .

O'Neill Environmental

TOP SIX: Truss 1 DFT readings for top coat Dura-plate 235, holiday testing, T1 tent temperature readings




TransGroup Inspector’s Daily Report Py
SR520 Pontoon . o
O’Neill Environmental

TOP SIX: Truss 1 DFT readings for top coat Dura-plate 235, holiday testing, T2/T3 tent temperature readings




TransGroup Inspector’s Daily Report o=
SR520 Pontoon O'Neill E — '
O NelllEnvironmenta

TOP SIX: Truss 1 DFT readings for top coat Dura-plate 235, holiday testing, T2/T3 tent temperature readings




Inspector’s Daily Report o=
SR520 Pontoon i o=

TransGroup

TOP FIVE: Truss 1 DFT readings for top coat Dura-plate 235, holiday testing, T2/T3 tent temperature readings
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TransGroup Inspector’s Daily Report o=
SR520 Pontoon Co

O'Neill Environmental
IDR/FDR Sheet %QA Key Personnel Function Wednesday, March 25, 2015
1 of 3 Quality Testing Supervisor/ Structural Inspector |
Weather N
AM See Attached Weather Report PM See Attached Weather Report
Inspector IDR Report # Project# )
Doug Brinius 3/25/2015 DB 7826
Subcontractor or Agent Approved Subcontractor's Representative/Title
K-G Construction Managers o Yes Aaron Byron, Dustin Donahoo
K-G General Superintendents | Yes Joaquin Medina, Ben Jones =
K-G Quality Manager Yes Scott Thompson
Long Painting e | Yes  |DaveBartiet
Ongoing Work:

\
Ongoing work, All Pontoons: see above. Night shift is no longer active upon jobsite. Cal Portland batch plant disassembly |

continued.

Significant Communications: None.

Non-conforming work / corrective measures noted on this date: None. ‘
Safety-related problems /corrective measures : None. ‘
Traffic control setup / corrective measures: None.

Gate Cure Schedule: TRUSS 2/3: 5 day(s) cure, coldest area noted: 82.0 F, warmest area noted: 105.7 F, average tent
temperature (of 20 readings): 101.2 F , average humidity 34%. TRUSS 1: 2 days cure, coldest area noted: 97.6 F,
warmest area noted: 111.3 F, average tent temperature (of 20 readings): 105.4 F, average humidity 22%. ‘

Photos/Videos taken today? X Yes No File:

Inspector's Shift Hours C\X = ”
From: 7:00 AM Doug Brinius > \ ’ 3/25/2015
To: 3:30 PM Inspector's Slgnatqre/'\> Date

Scott Thompson M 3/zys

= Reviewed By Date




TransGroup Inspector’s Daily Report =
SR520 Pontoon O'Neill £ - |
O'Neill Environmenta

IDR Sheet |QA Key Personnel Function |Date
"Shest 3 of 3  Stucwrallspector \Wednesday, March 25, 2015
Inspector IDR Report # S
Doug Brinius 3/25/2015 DB

Inspector's Notes

TOP SIX: Truss 2/3 temp (top left), truss 1readings




TransGroup |nSpeCt°r’S Dally Report 0‘:

SR520 Pontoon NPT =

O’Neill Environmental
IDR/FDR Sheet EQA Key Personnel Function | Thursday, March 26, 2015
I of 6 ; Quality Testing Supervisor/ Structural Inspector ] i
Weather -
AM See Attached Weather Report ~ PM See Attached Weather Report
Inspector IDR Report # Project #
DougBrinius 3/26/2015DB 7826
Subcontractor or Agent Approved Subcontractor's Representative/Title
K:G’ConsitrrqctionManagers - ) Yes Aaron Byron, Dustin Donahoo
K-GGeneral Sperintendents | Yes  losunMednafemsones
K-G Quality Manager |  Yes  [ScottThompson .
LongPainting Yes  |DaveBarlett
Ongoing Work:

Ongoing work, All Pontoons: Cal Portland batch plant, thermal control barn and testing shack disassembly continued.
Ensured oil slick absorption curtain contained no gaps and was functioning properly. Night shift is no longer active upon
jobsite.

Significant Communications: None.

Non-conforming work / corrective measures noted on this date: None.

Safety-related problems /corrective measures : None.

Traffic control setup / corrective measures: None.
Gate Cure Schedule: TRUSS 2/3: 6 day(s) cure, coldest area noted: 83.8 F, warmest area noted: 105.2 F, average tent

temperature (of 10 Fluke Gauge readings): 99.1 F , average humidity 30%. TRUSS 1. 3 days cure, coldest area noted:
101.9 F, warmest area noted: 122.8 F, average tent temperature (of 10 Fluke Gauge readings): 108.5 F, average humidity

24%.

Photos/Videos taken today? X Yes __No File:
Inspector's Shift Hours \l ' 3
From: 7:00 AM Doug Brinius = S ——— 3/26/2015
To:  3:30 PM “—tnspectogs Signaturey Date

Scott Thompson ﬁ% 3-2F-75"

“ Reviewed By Date




TransGroup Inspector’s Daily Report o=
SR520 Pontoon : <
O’Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 3 of 6 Structural Inspector Thursday, March 26, 2015
Inspector IDR Report #
Doug Brinius 3/26/2015 DB

Inspector's Notes

TOP SIX: Truss 2/3 tent temperature readings




TransGroup Inspector’s Daily Report Py
Sro20 Ponteon O'Neill Environmental

IDR Sheet |QA Key Personnel Function Date
Sheet 4 of 6 Structural Inspector Thursday, March 26, 2015
Inspector IDR Report #

Doug Brinius 3/26/2015 DB
Inspector's Notes

TOP TWO: Truss T2/T3 tent temperature readings
BOTTOM FOUR: Truss T1 tent temperature readings




Inspector’s Daily Report o=
=1

TransGroup
SR520 Pontoon ik 3 2 )
O'Neill Environmental
IDR/FDR Sheet @QA Key Personnel Function | Friday, March 27, 2015
of 13 | Quality Testing Supervisor/ Structural Inspector |
Weather
AM See Attached Weather Report PM See Attached Weather Report
Inspector IDR Report # Project #
Doug Brinius 3/27/2015 DB 7826
Subcontractor or Agent Approved Subcontractor's Representative/Title

K-G Construction Managers Yes Dustin Donahoo
K-G General Superirnte'ndents Yes 7 Joaquin Medina, Ben Jones

Yes Scott Thompson

K-G Quality Manager

Onqgoing Work, Gate Coating Operations:

pesentative Scott Oliver to document hardness testing upon gates in order to
ensure that gates have reached sufficent cure. Approximately 30 pencil hardness tests preformed with H-501 pencil
harness gauge upon truss 1, 2 and 3. Tested areas found to have a hardness of at least H Mol harness, per Sherwin
Williams recommendation. Average hardness found to be 3H Mol hardness for all trusses. The undersigned was present
with QV repesentative Scott Oliver to also document ongoing humidity and temperatures for the gate trusses.

The undersigned was present with QV re

nd batch plant, thermal control barn and testing shack disassembly continued.

Ongoing work, All Pontoons: Cal Portla
tained no gaps and was functioning properly. Night shift is no longer active upon

Ensured oil slick absorption curtain con
jobsite.

Significant Communications: None.
Non-conforming work / corrective measures noted on this date: None.
Safety-related problems /corrective measures - None.

Traffic control setup / corrective measures: None.
Gate Cure Schedule: TRUSS 2/3: 7 day(s) cure, coldest area noted: 99.6 F, warmest area noted: 127.0 F, average tent

temperature (of 10 Fluke Gauge readings): 100.1 F, average humidity 26%. TRUSS 1: 4 days cure, coldest area noted:
86.1 F, warmest area noted. 109.5 F, average tent temperature (of 10 Fluke Gauge readings): 103.3 F, average humidity

28%.
[ S— e o SO S i R - — — s A— - — e = S—— _— == RSy - S T =
Photos/Videos taken today? X Yes No File:
ey P ———
Inspector's Shift Hours -~ \\j‘// o =
From: 7:00 AM Doug Brinius ' \ 3/27/2015
To: 3:30 PM Jdnspeetor's Sggn‘ P Date
Scott Thompson %é 3-30-15
Date

Reviewed By




TransGroup Inspector’s Daily Report o=
SR520 Pontoon et e
O'Neill Environmental

IDR Sheet |QA Key Personnel Function Date
Sheet 4 of 13  Stucturallnspector _ |Friday, March 27,2015

Inspector ~ IDRReport#
Doug Brinius 3/27/2015 DB

Inspector's Notes

TOP SIX: Trusses 2/3 pencil hardness testing, T2/3 tent temperature readings




Inspector’s Daily Report Py
R

TransGroup
SR520 Pontoon o ;
O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 65 of 13 Structural Inspector Friday, March 27,2015

DR Report #
3/27/2015 DB

TOP SIX: Trusses 2/3 pencil hardness testing, T2/3 tent temperature readings




TransGroup Inspector’s Daily Report o=
SRe20 Pontoen O'Neill Envﬂ)nmental

IDR Sheet [QA Key Personnel Function Date

_Sheet 6 of 13  Stucturallnspector . Friday, March 27,2015
Inspector IDR Report #

Doug Brinius 3/27/2015 DB

Inspector's Notes Continued

TOP SIX: Trusses 2/3 pencil hardness testing, T2/3 tent temperature readings




TransGroup Inspector’s Daily Report P
SRez0 Pontoon O'Neill Envﬁ) mental
O'Neill Environmenta

IDR Sheet |QA Key Personnel Function Date
Sheet 7 of 13 Structural Inspector ‘ - |Friday, March 27, 2015
Inspector IDR Report #
Doug Brinius 3/27/2015 DB
Inspector's Notes Continued

N

TOP SIX: Trusses 2/3 pencil hardness testing, T2/3 tent temperature readings




TransGroup Inspector’s Daily Report Py
SRoz0 Pontoon O'Neill Envﬁ)nmental

IDR Sheet |QA Key Personnel Function Date

Sheet 8 of 13  Structurallnspector ~ |Fridey,March27,2015
Inspector IDR Report #

Doug Brinius 3/27/2015 DB

Inspector's Notes Continued

TOP SIX: Trusses 2/3 pencil hardness testing, T2/3 tent temperature readings




TransGroup Inspector’s Daily Report o=
e O'Neill Envi?onmental

IDR Sheet |QA Key Personnel Function
Sheet 9 of 13  Stuucturallnspector
Inspector

Doug Brinius
Inspector's Notes Continued
= V7 A

Date
Friday, March 27,2015

TOP SIX: Trusses 2/3 pencil hardness testing, T2/3 tent temperature readings




TransGroup Inspector’s Daily Report Y
SR520 Pontoon i -
O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 10 of 13 Structural Inspector ~ |Friday, March 27, 2015
Inspector IDR Report #
Doug Brinius 3/27/2015 DB

Inspector's Notes Continued

TOP SIX: Trusses 2/3 pencil hardness testing, T2/3 tent temperature readings




TransGroup Inspector’s Daily Report o=
SRe20 Pontoon O'Neill Envi‘rznme ntal

e A

TOP SIX: Truss 1 pencil hardness testing, T1 tent temperature readings




TransGroup Inspector’s Daily Report o=
— O'Neill Envﬁmmental

TOP SIX: Truss 1 pencil hardness testing, T1 tent temperature readings




TransGroup Inspector’s Daily Report o=
SRez0 Pentoon O'Neill Env;(')nmental

TOP FOUR: Truss 1 pencil hardness testing, temperature readings




TransGroup Inspector’s Daily Report o=
SR520 Pontoon i -
O'Neill Environmental
IDR/FDR Sheet QA Key Personnel Function [ Saturday, March 28, 2015
1 of 9 Quality Testing Supervisor/ Structural Inspector i
Weather
AM See Attached Weather Report PM See Attached Weather Report
Inspector IDR Report # Project #
Doug Brinius 3/28/2015 DB 7826
Subcontractor or Agent Approved Subcontractor's Representative/Title
K-G Construction Managers ~ Yes Dustin Donahoo
K-G Generai Sﬁﬁefintendenfs ' ' ) Yes 7 Joaquin Me&ina, Ben Jonesr
K-G Quality Manager Yes Scott Thompson

Onagoing Work, Gate Coating Operations:

The undersigned was present with K-G QC to document the repair of the sheared off 2 existing vertical seal studs at T1,
reported to have fractured during tightening of the seal nuts on 3/27/15. Welding and painting systems reviewed and
approved by KPFF EOR, as attached to this report Two studs at T1 gridline ground from truss with angle grinder and 3/8"
x 2" stainless steel stud rewelded under supervision and visual inspection of Inspector Perkinson, WABQ/ICC CWI of Pacific
Testing and Inspection, LLC (see attached welding report).

Repair areas were cleaned with MEK solvent wipe, and Testex Press-O-Film strips (X-coarse) read with spring
micrometer used in areas of spot repairs, recorded in mils; Sherman Williams has recommended a minimum anchor profile
of 2 mils, tested areas were 2.1 and 2.5 mils. Approximatly 5 fluid ounces of Sherwin Williams Fast Clad ER Epoxy mixed in
electric paddle mixer and applied by brush.

K-G QC also disassembled Belleville springs by removing stopping plate and examining disks and central guideshaft for
inspection. Upper springs on lines 2 and 9 (per KPFF G04) examined per maintence specifications within O&M manual.
Spring on line 9 was disassembled due to one of the disks facing the wrong way (three disks of the same deflection
stacked together). All springs appeared to be in good condition.

Curing operations ended on tent holding trusses 2/3 at 2:00PM, curing operations ended on tent holding truss 1 at
3:00PM; due to T1 truss being fully submergggr, KG provided Intellirock readers to document hour by hour readings, which
have been provided. Stud repairwas kept insulated in seperate blanketed tent for 15 hours in tent averaging 104 F, the
time nessessary for cure to service. See attached Intellirock data.

Ongoing work, All Pontoons: Tent dissassembly.

Significant Communications: None.

Non-conforming work / corrective measures noted on this date: None.
Safety-related problems /corrective measures : None.

Traffic control setup / corrective measures: None.

Gate Cure Schedule: See attached data sheets.

Photos/Videos taken today? X Yes __No File:

Inspector's Shift Hours < Z
From: 7:00 AM Doug Brinius (D\ = . 3/28/2015

To: 3:30 PM fispe ure Date

Scott Thompson % A 313"

Reviewed By Date




TransGroup Inspector’s Daily Report o=
SR520 Pontoon .

O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 3 of 9  Stucturallnspector _|saturday, March 28, 2015
Inspector

Doug Brinius
Inspector's Notes

TOP SIX: Removal of batch plant, inspection of Belleville springs




TransGroup Inspector’s Daily Report .=
SR520 Pontoon et -
O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 4  of Structural Inspector ) ~ | Saturday, March 28, 2015
Inspector IDR Report #
Doug Brinius 3/28/2015 DB

Inspector's Notes

TOP SIX: T1/T2/3 tent temperature readings




TransGroup Inspector’s Daily Report .E

SR520 Pontoon : .
O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 5 of 9 Structural Inspector . ~ |Saturday, March 28, 2015
Inspector IDR Report #
Doug Brinius 3/28/2015 DB

Inspector's Notes Continued

TOP SIX: Truss 1 stud repairs, welding stainless steel studs and weld inspection




TransGroup Inspector’s Daily Report .E

e O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 6 of 9O  Stuctwallnspector ___ |Saturday, March28,2015
Inspector IDR Report # h
Doug Brinius 3/28/2015 DB
Inspector's Notes Continued

TOP SIX: Truss 1 stud repairs, welding stainless steel studs and weld inspection




TransGroup Inspector’s Daily Report .I'

R O'Neill Environmental
IDR Sheet [QA Key Personnel Function Date
“Sheet 7 of 9 Stuctuallnspector _________|Salurday March28,2015
Inspector IDR Report # '
Doug Brinius 3/28/2015 DB
Inspector's Notes Continued

TOP SIX: Truss 1 stud repairs, coating atmosphere, Fast Clad, anchor profile, wet film thickness




TransGroup Inspector’s Daily Report o=
SBR Somesn O'Neill Envﬁ) mental

IDR Sheet |QA Key Personnel Function Date

Sheet 8 of 9 Structural Inspector I e I _|Saturday, March 28, 2015 .
Inspector IDR Report #

Doug Brinius 3/28/2015 DB

Inspector's Notes Continued

TOP FOUR: Truss 1 stud repairs, coating atmosphere, DFT readings

BOTTOM TWO: Truss 2/3 tent removal




TransGroup Inspector’s Daily Report Y
SR520 Pontoon e -
O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
Sheet 9 of 9 Structural Inspector ol ~|saturday, March 28, 2015 .
Inspector IDR Report #
Doug Brinius 3/28/2015 DB
Inspector's Notes Continued

be

TOP TWO: Trusses 2/3 and truss 1 main tent removal, 3PM




Pacific Testing & Inspection LLC

2447 Harrison Avenue, Centralia, WA 98531
Phone (360) 736-3922 Fax (360) 807-6002 a065074

FIELD REPORT
‘ o o s Report#
AN S CUSTOMER: __ A vepe o o

Ny Por teons” ATTENTION:
bod o ws  ge 001 ADDRESS:

DATE: o
PROJECT:

LOCATION:
PROJECT #

PERMIT#

Time: // JHE Temp: ° Weather: lnspectlon Type:
o S ) ol i
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ArthurT Perkmson -

SR A Certlﬁed Special Inspector

WABO/ ICC ..

- R (360) 736-3922
3 2447 Harrison Avenue ’ - * Fax (360) 807-6002 .
'C',entralia.‘ WA 98531 . T Cell (360) 508-6769

To the best of my knowledge, the above WAS /WAS NOT-performed in accordance with the approved
plans, specifications, and regulatory requirements.

.

INSPECTOR: [ A/ NALTH

i et F REVIEWED BY:

All results apply only fo aclual focations and materials lested. As a mutual prolection to custamers, the publiic and ourselves, all reporls are bmitled as the 1 property of and ization for p ian of t ions or
extract from or regarding our reports is reserved pending our written approval.
Rev. 8/19/09
Revision 2
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SR520 Pontoons
Casting Basin Gate

Coating Repair Cure Temperatures

Cycle 6

T1 North {T1 South T2/3 North [12/3 South {T2/3 Mid

Logger SN 8317848{ 8321401 8321400 8317870] 8317865
3/23/2015 13:00 109.4 105.8 104 96.8 104
3/23/2015 14:00 96.8 96.8 95 95 102.2
3/23/2015 15:00 91.4 87.8 91.4 95 102.2
3/23/2015 16:00 96.8 89.6 93.2 93.2 96.8
3/23/2015 17:00 104 95 95 95 96.8
3/23/2015 18:00 104 96.8 102.2 96.8 98.6
3/23/2015 19:00 107.6 1004 107.6 98.6 102.2
3/23/2015 20:00 105.8 96.8 104 93.2 98.6
3/23/2015 21:00 107.6 96.8 104 93.2 98.6
3/23/2015 22:00 105.8 96.8 104 93.2 98.6
3/23/2015 23:00 104 96.8 104 95 98.6
3/24/2015 0:00 104 96.8 104 95 98.6
3/24/2015 1:00 105.8 96.8 104 95 98.6
3/24/2015 2:00 105.8 98.6 105.8 95 98.6
3/24/2015 3:00 105.8 98.6 104 95 98.6
3/24/2015 4:00 107.6 98.6 104 95 98.6
3/24/2015 5:00 109.4 98.6 104 95 98.6
3/24/2015 6:00 109.4 100.4 105.8 95 100.4
3/24/2015 7:00 109.4 98.6 104 95 98.6
3/24/2015 8:00 104 96.8 93.2 89,6 88.6
3/24/2015 9:00 109.4 109.4 104 96.8 98.6
3/24/2015 10:00 113 118.4 105.8 98.6 102.2
3/24/2015 11:00 113 111.2 104 96.8 100.4
3/24/2015 12:00 104 104 98.6 98.6 100.4
3/24/2015 13:00 104 105.8 98.6 98.6 100.4
3/24/2015 14:00 102.2 104 98.6 102.2 104
3/24/2015 15:00 104 104 98.6 100.4 104
3/24/2015 16:00 104 100.4 98.6 100.4 100.4
3/24/2015 17:00 105.8 100.4 102.2 98.6 100.4
3/24/2015 18:00 105.8 100.4 102.2 95 96.8
3/24/2015 19:00 111.2 104 105.8 96.8 96.8
3/24/2015 20:00 113 104 113 98.6 102.2
3/24/2015 21:00 114.8 105.8 105.8 96.8 100.4
3/24/2015 22:00 114.8 104 104 95 98.6
3/24/2015 23:00 113)°  102.2 102.2 91.4 96.8
3/25/2015 0:00 111.2 100.4 100.4 87.8 95
3/25/2015 1:00 111.2 98.6 98.6 86 93.2
3/25/2015 2:00 111.2 100.4 98.6 86 93.2
3/25/2015 3:00 113 100.4 100.4 86 93.2
3/25/2015 4:00 114.8 102.2 98.6 89.6 93.2
3/25/2015 5:00 114.8 102.2 98.6 86 93.2
3/25/2015 6:00 116.6 104 98.6 89.6 95
3/25/2015 7:00 116.6 105.8 100.4 89.6 95
3/25/2015 8:00 107.6 100.4 84.2 87.8 91.4
3/25/2015 9:00 100.4 95 89.6 87.8 84.2
3/25/2015 10:00 104 95 89.6 89.6 93.2
3/25/2015 11:00 102.2 914 89.6 89.6 89.6
3/25/2015 12:00 102.2 91.4 89.6 89.6 89.6
3/25/2015 13:00 104 93.2 914 91.4 914
3/25/2015 14:00 96.8 95 89.6 86 86
3/25/2015 15:00 104 93.2 84.2 75.2 78.8
3/25/2015 16:00 104 93.2 89.6 87.8 95
3/25/2015 17:00 96.8 89.6 86 87.8 93.2
3/25/2015 18:00 98.6 89.6 87.8 8%.6 93.2
3/25/2015 19:00 104 93.2 89.6 91.4 96.8
3/25/2015 20:00 109.4 98.6 95 95 102.2
3/25/2015 21:00 114.8 104 100.4 98.6 105.8
3/25/2015 22:00 118.4 105.8 102.2 100.4 107.6
3/25/2015 23:00 118.4 107.6 104 102.2 109.4
3/26/2015 0:00 120.2 109.4 104 104 111.2
3/26/2015 1:00 122 109.4 96.8 89.6 91.4
3/26/2015 2:00 120.2 109.4 100.4 84.2 86
3/26/2015 3:00 120.2 109.4 98.6 80.6 82.4
3/26/2015 4:00 120.2 107.6 95 77 78.8
3/26/2015 5:00 120.2 109.4 95 77 78.8
3/26/2015 6:00 1184 107.6 93.2 75.2 75.2
3/26/2015 7:00 1184 107.6 91.4 73.4 75.2
3/26/2015 8:00 118.4 107.6 89.6 77 78.8
3/26/2015 9:00 120.2 109.4 98.6 91.4 98.6
3/26/2015 10:00 122 114.8 102.2 98.6 107.6
3/26/2015 11:00 114.8 114.8 104 100.4 111.2
3/26/2015 12:00 116.6 123.8 109.4 111.2 118.4
3/26/2015 13:00 120.2 122 111.2 113 122

3/28/15




SR520 Pontoons Cycle 6
Casting Basin Gate Coating Repair Cure Temperatures
3/26/2015 14:00 118.4 123.8 114.8 111.2 129.2
3/26/2015 15:00 114.8 1184 123.8 114.8 129.2
3/26/2015 16:00 111.2 113 120.2 113 123.8
3/26/2015 17:00 107.6 109.4 120.2 113 120.2
3/26/2015 18:00 105.8 104 118.4 107.6 114.8
3/26/2015 19:00 104 102.2 116.6 104 111.2
3/26/2015 20:00 105.8 102.2 116.6 104 109.4
3/26/2015 21.00 109.4 104 122 104 113
3/26/2015 22:00 107.6 104 123.8 104 113
3/26/2015 23:00 111.2 104 123.8 104 113
3/27/2015 0:00 109.4 104 123.8 104 114.8
3/27/2015 1:00 109.4 104 127.4 104 114.8
3/27/2015 2:00 109.4 104 125.6 104 114.8
3/27/2015 3:00 109.4 104 125.6 104 114.8
3/27/2015 4:00 109.4 102.2 125.6 i04 114.8
3/27/2015 5:00 107.6 102.2 123.8 102.2 113
3/27/2015 6:00 109.4 102.2 123.8 102.2 113
3/27/2015 7:00 107.6 102.2 123.8 102.2 113
3/27/2015 8:00 100.4 96.8 123.8 100.4 113
3/27/2015 9:00 1.4 89.6 120.2 104 116.6
3/27/2015 10:00 87.8 87.8 120.2 107.6 118.4
3/27/2015 11:00 91.4 93.2 113 104 113
3/27/2015 12:00 93.2 93.2 116.6 107.6 118.4
3/27/2015 13:00 93.2 95 116.6 104 116.6
3/27/2015 14:00 86 87.8 107.6 100.4 113
3/27/2015 15:00 100.4 93.2 109.4 102.2 113
3/27/2015 16:00 100.4 96.8 108.4/ 105.8 113
3/27/2015 17:00 100.4 96.8 111.2 105.8 113
3/27/2015 18:00 102.2 98.6 111.2 105.8 111.2
3/27/2015 19:00 95 89.6 104 104 107.6
3/27/2015 20:00 87.8 84.2 93.2 98.6 95
3/27/2015 21:00 96.8 87.8 100.4 100.4 105.8
3/27/2015 22:00 93.2 86 100.4 100.4 105.8
3/27/2015 23:00 84.2 82.4 91.4 95 96.8
3/28/2015 0:00 80.6 84.2 89.6 95 95
3/28/2015 1:00 91.4 86 95 96.8 1004
3/28/2015 2:00 86 82.4 89.6 95 96.8
3/28/2015 3:00 87.8 82.4 914} 95 96.8
3/28/2015 4:00 86 84.2 91.4 96.8 96.8
3/28/2015 5:00 89.6 84.2 91.4 93.2 96.8
3/28/2015 6:00 93.2 86 95 96.8 100.4
3/28/2015 7:00 96.8 89.6 96.8 100.4 102.2
3/28/2015 8:00 107.6 96.8 100.4 100.4 104
3/28/20159:00] - 114.8 104 104 102.2 107.6
3/28/2015 10:00 116.6 105.8 105.8 105.8 109.4
3/28/2015 11:00 118.4 113 105.8 109.4 113
3/28/2015 12:00 105.8 107.6 104 107.6 109.4
3/28/2015 13:00 102.2 102.2 104 107.6 111.2
3/28/2015 14:00 98.6 102.2 78.8 73.4 78.8
Average [m 1031 | | T2/3 100.6
| Total Average | 101.6 °F |
[Required 100 ° i

3/28/15




S/N: 8317848
Job: Gate

Location:

Logger Sub 9
Run State: Run

Start Date: 3/21/2015 17:06
Last Downl 3/30/2015 7:00

Elapsed Tin 205.9
Data Interv 60
Number of 206

Current Reading:
Time {(hrs) Temperature (°F) Maturity {°C-Hrs)
205.9 53.6 8004

Logged Readings (206):
Time(hrs) Temperature (°F) Maturity (°C-Hrs)

171 107.6 7120 3/28/2015 20:06
172 105.8 7161 3/28/2015 21:06
173 104 7202 3/28/2015 22:06
174 104 7243 3/28/2015 23:06
175 104 7283 3/29/2015 0:06
176 104 7323 3/29/2015 1:06
177 104 7364 3/29/2015 2:06
178 104 7404 3/29/2015 3:06
179 104 7444 3/29/2015 4:06
180 104 7484 3/29/2015 5:06
181 104 7525 3/29/2015 6:06
182 104 7565 3/29/2015 7:06
183 104 7605 3/29/2015 8:06
184 104 7646 3/29/2015 9:06
185 104 7686 3/29/2015 10:06
104.36 avg

Events(2):

Time (hrs) Description Temperatu Maturity (°C-Hrs)
113.08 MAX TEMPERATU 123.8 4960
204.92 MIN TEMPERATU 53.6 7993

Notes(0):

Parameters(1):

Parameter Value Min Max

Datum (C) 0 -10 99




TransGroup Inspector’s Daily Report o=
SR520 Pontoon TR o
O'Neill Environmental
IDR/FDR Sheet QA Key Personnel Function f Monday, March 30, 2015
1 of 3 Quality Testing Supervisor/ Structural Inspector
Weather
AM See Attached Weather Report ] PM See Attached Weather Report
Inspector IDR Report # Project #
Doug Brinius 3/30/2015 DB 7826
Subcontractor or Agent Approved Subcontractor's Representative/Title
K-G Construction Managers - 1 ~Yes [Dustin Donahoo
K.G General Superintendents | Yes _|loaquin Medina, Ben Jones )
K-G Quality Manager i Yes Scott Thompson

Ongoing Work, Gate Coating Operations:

The undersigned was present with K-G QC and QV representative present to preform ASTM 54022-93 (1999), assessing
the solvent resistance of organic coatings using solvent rub, as per data sheet requirements for Fast Clad ER Epoxy, upon
truss 1 repairs of broken studs repaired upon 3/28/15. DFT first preformed on test area, and found to be 20.2 mils. Per
Sherwin Williams, clean dry cloth saturated 100% in MEK solvent, rubbed 50 times with moderate hand pressure; DFT
tested afterwards and found to be 20.2 mils. Testing preformed 48 hours of initial application.

Based on Sherwin William approved cure times (minimum of 5 days at 100 F on truss 1), cure times acceptable for all
trusses and verified correct DFT readings, pencil hardness and solvent wipe testing, QA has found no noted discrepancies
preventing placement of gate. Listed in this report are quantities used for the recoating of the gate and copies of updated

welding procedures/welders certification cards and welding report for truss 1 repairs.
Truss 1 was placed into water at 4:00PM; truss 2 placed at 4:20PM and truss 3 at 4:50PM.

Ongoing work, All Pontoons: Dewatering basin down to 30".
Significant Communications: None.

Non-conforming work / corrective measures noted on this date: None.
Safety-related problems /corrective measures : None.

Traffic control setup / corrective measures: None.

| NS S—

Photos/Videos taken today? X Yes __No File:
Inspector's Shift Hours T
—~—— “ s
From: 7:00 AM Doug Brinius R } > 3/30/2015
To: 3:30 PM Inspector's Signatur Date

Scott Thompson __ /2/ / 3-7/-15

Réviewed By~ Date




Inspector’s Daily Report

TransGroup
SR520 Pontoon st :
0'Neill Environmental
IDR Sheet QA Key Personnel Function Date
Sheet 2 of 3 Structural Inspector Monday, March 30, 2015
Inspector IDR Report #
Doug Brinius 3/30/2015 DB

Inspector's Notes

NOTE: Items and Quantities below are per Contractor data and are considered approximates.

Approximate Quantity used today

Summary of Materials used today Approved Source (Yes/No) QUANTITY UNITS OF MEASURE
KleenBlast Abrasive medium (U126) Yes 12000 Ibs
MEK solvent (U126) Yes 55 gal
Corothane Galvapac primer (U126) Yes 15 gal
Dura-Plate 235 Paint (U126) Yes 70 gal




TransGroup Inspector’s Daily Report o=
SR520 Pontoon -

O'Neill Environmental

IDR Sheet |QA Key Personnel Function Date

Sheet 3 of 3 Structural Inspector . Monday, March 30, 2015
Inspector A - IDRReport# R T
Doug Brinius 3/30/2015 DB

Inspector's Notes

TOP FOUR: Solvent wipe test upon Fast Clad, truss relocation




TransGroup Inspector’s Daily Report @=
SR520 Pontoon R e
O'Neill Epvironmental

IDR Sheet |QA Key Personnel Function Date

Sheet 3  of 9 Structural Inspector ) Tuesday, April 21, 2015
Inspector IDR Report #
Doug Brinius 4/21/2015 DB

Inspector's Notes

Continued:

Retaining Wall Bolt Removal: Bolts remaining within retaining ("pony") wall within casting basin via Oxylance; bolt
was melted out of wall; confirmed average depth of 4". Slag within holes not cleaned out as of this date.

Punchlist Item #14: Missed repairs to gate walkway which were primered on 4/20/15 had application of Duraplate-
235 applied, allowed 24 hours of cure at an average of 49 F; highest recordable humidity was 96% at 4:53 AM.
Handrail brackets with 1st coat of Duraplate-235 were inspected via pencil hardness gauge at 7:30AM; noted that
repairs had reached H and 2H mol rating prior to first application of 1 gallon of Sherwin William Duraplate-235 Epoxy
coating, mixed via hand paddle for 3 minutes; NOAA documentation verified with independent psychrometer revealed
coating environment of 61 F, with humidity ranging from 53% to 56% under clear skies.

Punchlist Item #149: The dent within the fish screen has been fixed by physical rearrangement ; see attached
photos.

Punchlist Item #122: Verified that additional cathodic protection has been bolted to T1 truss of gate.

Significant Communications: None.

Non-conforming work / corrective measures noted on this date: None

Safety-related problems /corrective measures. Trip hazards on rawl pins and slick bond breaker within basin floor.
Traffic control setup / corrective measures: Red taped area around tower 2 demobe, and around trestle pack
removal.




TransGroup Inspector’s Daily Report o=
SR520 Pontoon e ‘]
O'Neill Environmental
IDR Sheet |QA Key Personnel Function Date
~Sheet 7 of 9 Structural Inspector ~~ |Tuesday, April 21, 2015
Inspector IDR Report #
Doug Brinius 4/21/2015 DB

Inspector's Notes Continued

TOP FOUR: Ungrouted section of catch basin elements, wood debris by POC 7 outfall, workzone safety
BOTTOM TWO: PLI #122




TransGrOUp Inspector’s Daily Report .-_
SR520 Pontoon —_ -
O'Neill Environmental

IDR Sheet |QA Key Personnel Function Date

Sheet 8 of 9  Structurallnspector  [Tuesday, April21,2015
Inspector IDR Report #

Doug Brinius 4/21/2015 DB

Inspector's Notes Continued

&

TOP SIX: Handrail coating repairs, dented fishgrate on HCS box (PLI #149), oxylance removal of shi-bolt holes
and typical repairs remianing for Southern portion of casting basin slab




Casting Basin Design Submittal 80

Gate Ribbon Anode Design



Sbmtl DR-CB 80

April 02, 2015
Subject: Casting Basin Gate Ribbon Anode Design
Project: SR 520 Pontoon Construction
Submitted: March 27,2015 12:50 pm
Status: In Process
Description: Attached is the recommended solution from Norton Corrosion to resolve the corrosion observed during the

cycle 6 gate inspection. It involves adding a cathodic protection system by galvanic ribbon anode in the
sump on the T1.

Please review the design and material then approve for construction.

User Fields
Major Area A2- Casting Facility Construction
Specific Area S2 - Casting Basin
Type of Work T7-Structural Steel
Specification Reference 2.13.1 - Pontoon Casting Facilities
CM Remarks
Reviewed by Design Manager? Yes
DM Remarks Review completed.
Approved by HNTB? Yes
HNTB Remarks Design and material acceptable.
Reviewed by Design Team? Yes

Design Team Remarks
Reviewed by QA Manager?
QA Manager Remarks
WSDOT Comments

Kiewit-General, A Joint Venture
5620 112th Street East
Puyallup, WA, 98373-3206

Page 1 of 3



8820 222M Street SE, Woodinville, WA 98077
Phone (425) 483-1616 o Fax (425) 485-1754
e-mail: sales@nortoncorrosion.com

% NORTON CORROSION LIMITED

March 16, 2015

HNTB
Attn: Thomas Schnetzer
600 108" Avenue NE
Bellevue, WA 98004

Subject: SR-520 PONTOON DRYDOCK GATE
SUMP CORROSION INSPECTION
TECHNICAL MEMO

Dear Mr. Schnetzer:

On March 11, 2015, Norton Corrosion Limited (NCL) personnel completed a follow-up
inspection of the gate for the SR-520 pontoon drydock construction facility. This inspection was
requested to examine coating failure along with aggressive corrosion within the gate sump.

Findings

A visual inspection of the clips (which were coated during the previous float-out) shows
substantial coating loss. Similar coating failures were also found on the gate in areas where the
coating was previously repaired. The gate coating originally required a 7 day cure time prior to
submersion. Since the gate was never out of service for more than a few days, cure time was
never sufficient.

A review of the front submerged side of the gate indicated that although there was some coating
loss, the anodes were functioning as designed. Anode wear was relatively minimal as
anticipated.

Significant corrosion was found on the base of the dry side of the gate. This area (Image 1) sits
in standing water. Since the sump is located on the dry side it cannot be protected by the
aluminum anodes on the front. Previous testing indicated that the standing water in the sump
had a resistivity of 180-ohm-centimeters, which is classified as “aggressive” with respect to
corrosivity. The carbon steel in the sump is electrically continuous with the stainless steel clips
and studs. Since the coating did not adhere properly to the clips, the corrosion cell between the
two dissimilar metals was substantial, resulting in significant pitting (Image 2-3).

Recommendations

To resolve the corrosion issues, the coating should be repaired per the manufacturer’s
recommendations for submerged use. Additionally, as a secondary method of preventing
corrosion, galvanic ribbon anodes should be installed in the sump. The combination of coating
repairs and cathodic protection will greatly reduce the corrosion rate.



NORTON CORROSION LIMITED

HNTB

March 16, 2015

Page 2

Anode Calculations

The length of the Sump is approximately 110-feet long and 8-inches deep. The amount of
submerged steel would be the depth of the gate x the length (110 x (8’/12”)) giving a
surface area of 73.3-feet?.

For the purpose of this design, the coating quality will be 50%. This will account for a
significant coating failure over the next several years.

The CP system will only need to protect uncoated surfaces, or 50% of 73.3-feet? which is
37-feet?.

Based on the NACE engineering handbook, consider using 7 milliamps (mA) per square
foot of exposed metal. 7 mA x 37 = 259 mA will be required.

Calculate the resistance of a 110 foot anode, laid in the sump from end to end.

Anode resistance - based on using zinc ribbon (+ Size) 0.875" x 0.625" x 110’ feet long,

0.00521 x 8 x L
R= p{ln —1)

L

R = anode to water resistance

p = water resistivity (180 ohm-cm)

D = calculated diameter of anode in feet (0.83” = 0.07")
L = anode length (110°)

0.00521 = Unit conversion factor

R=

0.00521 x 180 ( 8 x 110 '
In -1
110 L 0.07 )

R =0.072 ohms

Driving voltage of zinc to steel

V = 1.1 volts - 0.70 volts = 0.40 volts

Current output




NORTON CORROSION LIMITED

HNTB
March 16, 2015
Page 3

e Anode Life

. 132 Ibs x 90% 85%
Life = 2R PR = 16 years
23 .75 Ibs/famp - year x 0.259 anmps

Therefore, a segment of zinc ribbon laid inside of the trench from end to end will provide
sufficient protection and satisfy the 12 year design life. For ease of installation and removal, the
anode will be cut into two 55-foot sections and connected at each end. This will make removal
and installation easier.

A proposed drawing of this installation has been provided along with a cut sheet of the anode
ribbon.

Anode/wire connections - ROM estimate = $1,000.

NCL appreciates the opportunity to be of service to HNTB. If you have any questions or
additional concerns, please contact our office.

Sincerely,

Matt Slosson
NACE CP Specialist

P:\Documents\ENGINEERING\20123_HNTB_520_DD_Gate_Sump_Tech_Memo_R1
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Image 1: Water filled sump between the gate and the concrete. A stainless steel clip
is used to secure the seal to the carbon steel gate. Coating failure, combined with
dissimilar metals, resulted in aggressive corrosion in a relatively short period of time.

Image 2:

Most of the corrosion occurred adjacent to the stainless steel clip.




NORTON CORROSION LIMITED

HNTB
March 16, 2015
Page 5

Image 3: Corrosion on the bottom right corner of the gate. At this location
there is another stainless steel clip running vertically. There is more stainless
steel at this location, which explains why the penetration occurred here.
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Extruded Zinc Anodes

Chemical Composition (%)

Al Cd Fe (max) Pb (max) Cu (max) Zn
Type 1 0.1-0.5 0.02-0.07 0.005 0.006 0.005 Balance
—> Type I 0.005 max 0.003 max 0.0014 0.003 0.002 Balance
High Purity 0.003 max 0.002 max 0.001 0.003 0.001 | 99.995 min

Electrochemical Properties

Open-Circuit Voltage Closed-Circuit Voltage Actual Capacity Current Efficiency
(-V respect to Cu/CuSOs) (-V respect to Cu/CuSOs) (A-h/1b) (%)
Type 1 > 1.05 > 1.00 353 95
—t Type I > 1.10 > 1.05 335 90
High Purity > 1.10 > 1.05 385 90
RIBBON (DIAMOND SHAPE)
Dimensions Weight
Type AGn) | B(Gn) | C (ft/coil) D (in.) (Ib/f0)
Super 1 1-1/4 100 0.185 2.4
Plus 5/8 | 718 200 0.135 1.2
. Standard 172 w 9/16 500,1000,3600 0.130 0.6
2 sTeeL coRe Small 132 | 1532 1000 0.115 0.25
RIBBON (RECTANGULAR SHAPE)
Dimensions Weight
‘ A (in.) B (in.) C (ft/coil) (Ib/ft)
A
¥ 0.135" STEEL CORE 3/4 3/8 1’000 083
ROD Dimensions (in.) Weight
(Ib/ft)
A B
0.550 0.079 0.74
0.750 0.135 1.37
0.840 0.135 1.72
1.050 0.135 2.68
A B STEEL CORE 1.315 0.135 4.20
1.561 0.188 5.92
2.024 0.188 9.95




Sherwin Willlams Letters

DuraPlate 235 Cure Duration & Seal Replace

Fast Clad Compatiblity



SHERWIN-WILLIAMS.

Industrial & Marine Coatings

Kevin Borgeson. Protective Coatings Consultant. 2940 6" Ave. South. Seattle, WA 98134
Phone: 206.979.1208 Fax: 360.387.5904 Email: swrep6313@sherwin.com / www.sherwin-williams.com

March 25, 2015

Michael Schmidt
Kiewit Construction

Re: SR520 Pontoon Construction Project — Aberdeen; Dura-Plate 235 Cure times

Mr. Schmidt,

In regards to your inquiry, | have confirmed with our technical department that the cure time for
the Dura-Plate 235 (with spikes of 9-11 mils dft) will be five days from completion of the final coat.
This cure time is based on the environmental conditions you have provided, a temperature
average of 100 degrees F and a relative humidity of 26 percent.

The spikes of up to 11 mills dft will not significantly affect the cure time of 5 days. The DP 235
interpolation chart you created does not take into account the nature of the DP 235 phenalkamine
curing agent. At the higher temperatures and the lower relative humidity you achieved, the cure
time is accelerated more than your chart takes into account.

In regards to the seal replacement, you can begin putting them back on after 84 hours of cure
time at the average temperature and relative humidity values provided above.

If you have any questions or need any further information, please let me know.

Respectfully,
Ao 5&7@&»

Kevin Borgeson

Coatings Consultant

The Sherwin-Williams Co.
Protective and Marine



SHERWIN-WILLIAMS.

Industrial & Marine Coatings

Kevin Borgeson. Protective Coatings Consultant. 2940 6" Ave. South. Seattle, WA 98134
Phone: 206.979.1208 Fax: 360.387.5904 Email: swrep6313@sherwin.com / www.sherwin-williams.com

March 24, 2015

Michael Schmidt
Kiewit Construction

Re: SR520 Pontoon Construction Project — Aberdeen; Dura-Plate 235 Cure times

Mr. Schmidt,

In regards to your inquiry, the cure time for the Dura-Plate 235 at 9-11 mils dft will be five days
from completion of the final coat of the DP 235. This cure time is based on the environmental
conditions you have provided, a temperature average of 100 degrees F and a relative humidity of
26 percent.

If you have any questions or need any further information, please let me know.

Respectfully,
ARevr 5&7@0/@
Kevin Borgeson

The Sherwin-Williams
Co.
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SHERWIN-WILLIAMS
2940 SIXTH AVENUE SOUTH
SEATTLE, WA 98134 2104
(206) 622-3896
04/03/2015

Michael Schmidt
KIEWIT-GENERAL, A J.V.
1301 West Heron St.
Aberdeen, WA 98520

Re: Submittal for SR 520 Pontoon Replacement Aberdeen - Casting Basin Gate

Dear Michael Schmidt:;

In regards to your inquiry for a rapid cure coating to touch up the casting basin gate, | recommend the
Fast-Clad ER. Included in this package is the Sherwin-Williams Product Data and MSDS for the FC
ER.

When applied per Sherwin-Williams recommendations, the Fast Clad ER will provide a system equal
to the Dura-Plate 235 for the conditions on this specific project. Cure to immersion service is 24 hours
at 77F and a RH of 50%. If you are still using the containment and heat, the return to service is 12 at
100F and a RH of 50%.

Surface prep to near white metal and then apply one coat of the Fast-Clad ER at 18.0-22.0 mils dft.
For this application, the Fast-Clad ER is compatible with the DP 235.

Should you require assistance or have any questions or concerns, please contact me at (206)
979-1208 or e-mail me at swrep6313@sherwin.com.

Sincerely,
ARevon Emfuom

KEVIN W BORGESON
Sherwin-Williams
Sales Representative
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SR 520 Pontoon Replacement Aberdeen

KIEWIT CONSTRUCTION

Prepared By:

KEVIN W BORGESON
Sales Representative
swrep6313@sherwin.com
(206) 979-1208
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SCHEDULE

Exterior Finishes

Steel

One Coat: B62WO00230 - Fast Clad ER - B62W230
END OF SECTION
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FAST CLAD® ER EPOXY

WITH OPTI-CHECK OAP TECHNOLOGY

ParT A B62W230 WHITE BASE
PArRT A B62L230 BLue OAP
ParT A B62RW230 Rep Oxipe
ParT B B62V230 CLEAR HARDENER
ParT B B62AV230 GRAY HARDENER

ProbucT INFORMATION

Probuct DESCRIPTION

Fast Clad ER Epoxy is an edge retentive, ultra high solids epoxy
amine coating engineered for immersion service in sea water
ballast tanks, fuel/sea water ballast tanks, and petroleum storage
tanks. The rapid return to service and high build, edge retentive
properties of this coating provide superior protection compared to

9.50

Revised: October 28, 2014

RecommeNDED USEs

For use over prepared steel or masonry surfaces in industrial and
marine exposures such as:

Ballast tank interiors and oil storage tank interiors
Fuel storage tanks and external pipeline coating

conventional epoxies.

One coat protection * Fast return to service

Low VOC * Low odor

Dry to walk-on within four hours

Designed for plural-component application equipment

Greater than 70% edge build retention

Low Temperature application and cure capabilities to 35°F (See
Application Conditions)

Propuct CHARACTERISTICS

Primary or Secondary containment

properties are required

Acceptable for use with cathodic protection systems
Where rapid return to service and edge protection film build

» Meets MIL-PRF-23236 Type VI, Class 5, 7, 5/18, 7/18, 13/18, 17,
17/18 Grade C requirements for single and multi-coat seawater,

fuel, bilges, and CHT tanks
» Blue OAP contains fluorescent pigment

» Wind tower gearbox lining and transformer lining up to 204°F

(96°C)

» Suitable for use in the Mining & Minerals Industry

Finish:
Color:

Volume Solids:

Gloss
White-Base, Blue OAP, Red Oxide
98%, + 2%, mixed

PERFORMANCE CHARACTERISTICS

Substrate*: Steel
Surface Preparation*: SSPC-SP10

Weight Solids: 98%, + 2%, mixed System Tested*:
. 1 ct. Fast Clad ER Epox 18.0-22.0 mils (450-550 microns) dft
VvOC (EPA method #24) <85 g/L, 0.71 Ib/gal, mixed *unless otherwise noted be?owy @ ( )
Mix Ratio: 1:1 by volume Test Name Test Method Results
- Abrasion ASTM D4060, CS17
Recommended Spreading Rate per coat: Resistance wheel, 1000 cycles, | 22.4 mg loss
. . 1 kg load
o Minimum  Maximum | | 5 ghesion ASTM D4541 >2000 psi
Wet m_|Is (m.lcrons) 18.0 (450) 22.0 (550) Passes 30 days @
Dry mils (microns) 18.0 (450) 22.0 (550) Cathodic 1.5 volts (Cu/CuSO,),
Disbond ASTM G8 <10 mm disbondmei
~Coverage sq ft/gal (m?L) 73 (1.8) 89 (2.2) isbondment o mom disbondment
*Can be applied up to 60.0 mils (1500 microns) dft if required. Rafing 10 ASTH
Theoretical coverage sq ft/gal aung 1Y per/
(m?/L) @ 1 mil / 25 microns dft 1968 (38.4) Corrosion ASTM D5894, 4 D610 for Rusting
Weatheri les. 1134 h (field); Rating 10 per
NOTE: Brush or roll application may require multiple coats to eathering cycles, ours ASTM D714 for
achieve maximum film thickness and uniformity of appearance. Blistering (field)
N . ; Direct Impact o
Drying Schedule @ 20.0 mils (500 microns): Resistance ASTM D2794 15 in-lb
@40°F/4.5°C @ 77°F/I25°C @ 100°F/38°C Dry Heat Resistance = ASTM D2485 250°F (121°C)
50% RH Flexibility ASTM D522 7/16" (24-hour cure)
To touch: 6 hours 1 hour 35 minutes Rating 10 per ASTM
To handle: -12 hour hour: min Moisture o D610 for Rusting
Tg r:c:af' 8 ours 3 hours 55 minutes Condensation é,gl-('\:/l) %%%%Shgggsl: (field); Rating 10 per
POt . Resistance ’ ASTM D714 for
minimum: 6 hours 1 hour 35 minutes Blistering (field)
maximum: 14 days 14 days 14 days Pencil Hardness ASTM D3363 H
Foot traffic_: 8-12 hours 3 hours 1 hour *Report No. IM54.1382-09
Curetoservice: 36 hours 24 hours 12 hours
Pot Life: 7 minutes Immersion (ambient temperature) for the following:
S in-Time: N ired » Ballast tank mix .........cc.cccoceieiiin, Recommended
weat-in-Time: one require ¢ CrUdE Ol oo, Recommended
. * Freshwater ......ccoocviiiiiiiiiiiiin, Recommended
Shelf Life: 24 months o o ¢ GasoliNg ........cccoveeverveeeerereeeeians Recommended
Storoe indoors at 40°F (4.5°C)tO| |« Seawater ..o Recommended
100°F (38°C) » Reformulated gasoline ..... ... Recommended
Flash Point: 230°F (110°C), PMCC, mixed e KEroSENE ....ccvvveveieeeiiiieeee e Recommended
Reducer: Not recommended Epoxy coatings may darken or yellow after application and curing.
Clean Up: MEK (R6K10) or Reducer R7K104

www.sherwin-williams.com/protective

continued on back
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ProbucTt INFORMATION

FAST CLAD® ER EPOXY

WITH OPTI-CHECK OAP TECHNOLOGY

ParT A B62W230 WHITE BASE
PArRT A B62L230 BLue OAP
ParT A B62RW230 Rep Oxipe
ParT B B62V230 CLEAR HARDENER
ParT B B62AV230 GRAY HARDENER

9.50

REcOMMENDED SYSTEMS

SURFACE PREPARATION

Dry Film Thickness / ct.
Mils (Microns)

18.0 -22.0 (450-550)

Steel, immersion:
1ct. Fast Clad ER Epoxy

Steel, immersion:
1 ct. Fast Clad Epoxy Primer
1ct. Fast Clad ER Epoxy

4.0 -8.0" (100-200)
18.0-22.0 (450-550)

Steel, immersion:

2 cts. Fast Clad ER Epoxy 9.0-11.0 (225-275)

Concrete, immersion:

1 ct. Corobond 100 Epoxy Primer/Sealer; apply primer to
achieve uniform hiding, appearance, and complete
wetting of the concrete surface, approximately 4-6 .
Coating will be partially absorbed into the concrete.

Roll out any pudles.

2 cts. Fast Clad ER Epoxy 9.0 — 11.0 (225-275)

**When using B62L245 Primer containing the OAP fluorescent

pigment, make sure a non-containing OAP fluorescent pigment

topcoat is used.

The systems listed above are representative of the product's use,
other systems may be appropriate.

SAFETY PRECAUTIONS
Refer to the MSDS sheet before use.

Published technical data and instructions are subject to change
without notice. Contact your Sherwin-Williams representative for ad-
ditional technical data and instructions.

DiscLAIMER

The information and recommendations set forth in this Product Data Sheet are
based upon tests conducted by or on behalf of The Sherwin-Williams Company.
Such information and recommendations set forth herein are subject to change and
pertain to the product offered at the time of publication. Consult your Sherwin-
Williams representative to obtain the most recent Product Data Information and
Application Bulletin.

WARRANTY

The Sherwin-Williams Company warrants our products to be free of manufacturing
defects in accord with applicable Sherwin-Williams quality control procedures.
Liability for products proven defective, if any, is limited to replacement of the de-
fective product or the refund of the purchase price paid for the defective product
as determined by Sherwin-Williams. NO OTHER WARRANTY OR GUARANTEE
OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED,
STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUDING MER-
CHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.

Surface must be clean, dry, and in sound condition. Remove all oll,
dust, grease, dirt, loose rust, and other foreign material to ensure
adequate adhesion.

Refer to product Application Bulletin for detailed surface prepara-
tion information.

Minimum recommended surface preparation:

Iron & Steel:
Atmospheric: SSPC-SP6/NACE 3, 2 mil
50 micron) profile or
SPC-SP12/NACE No. 5, WJ-3/SC-2
Immersion: SSPC-SP10/NACE2, 2-3 mil

50-75 micron) profile or
SPC- SP12/NACE No. 5,
WJ-2/SC-2
Concrete & Masonry:

Atmospheric: SSPC-SP13/NACE 6, or ICRI
No. 310.2R, CSP2-3
Immersion: SSPC-SP13/NACE 6-4.3.10r4.3.2,

or ICRI No. 310.2R, CSP2-3

Surface Preparation Standards

Condition of ISO 8501-1 Swedish Std.
Surface BS7079:A1 SIS055900 SSPC NACE
White Metal Sa3 Sa3 SP5 1
Near White Metal Sa25 Sa25 SP10 2
Commercial Blast Sa2 Sa?2 SP6 3
Brush-Off Blast Rusted 8381 ) (S:as'} ) gg; 4
; uste -
Hand Tool Cleaning Eitted&& Rusted 8 gtg 8 2‘% gE% -
Power Tool Cleaning Piltjtseted 2 Rusted D S% 3 5 S% 3 3p3 -
TINTING

Do not tint part A. 5 gallons (18.9L) of clear hardener part B may
be tinted with up to 2.75 ounces of Maxitoner Colorant Phthalo
Green or Black only.

APPLICATION CONDITIONS

Temperature:
Air & surface: 40°F (4.5°C) minimum*, 110°F (43°C)

maximum

*For application at 35°F (1.7°C) to 40°F (4.5°C), specific guidelines are

required:

» Air & Surface temperature conditions must be expected to remain stable
or improve for a period of four hours.

» Environmental controls (dehumidication, heating, forced-air ventilation)
are recommended to maintain acceptable application conditions.

 Final cure must be confirmed in accordance with ASTM D5402, "Assess-
ing the Solvent Resistance of Organic Coatings Using Solvent Rubs".
Test shall consist of 50 double rubs with MEK. Test shall confirm no loss
of DFT, and no coating residue on rubbing cloth.

The material should be 85°F-130°F/29°C-54°C (vary as needed)
at the mixing block for optimal atomization based on tip size and
pump pressure.. Do not heat above 140°F/60°C.

Relative humidity: 85% maximum

Refer to product Application Bulletin for detailed application information.

ORDERING INFORMATION

Packaging:
Part A: 5 gallon (18.9L) container
Part B: 5 gallon (18.9L) container
Weight: 11.71, £ 0.3 Ib/gal ; 1.4 Kg/L, mixed

www.sherwin-williams.com/protective
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SURFACE PREPARATIONS

APPLICATION CONDITIONS

Surface must be clean, dry, and in sound condition. Remove all
oil, dust, grease, dirt, loose rust, and other foreign material to
ensure adequate adhesion.

Iron & Steel (atmospheric service)

Minimum surface preparation is Commercial Blast Cleaning per
SSPC-SP6/NACE 3 or SSPC-SP12/NACE No. 5. For surfaces
prepared by SSPC SP6/NACE 3, first remove all oil and grease
from surface by Solvent Cleaning per SSPC-SP1. For better per-
formance, use Near White Metal Blast Cleaning per SSPC-SP10/
NACE 2. Blast clean all surfaces using a sharp, angular abrasive
for optimum surface profile (2-3 mils / 50-75 microns). For surfaces
prepared by SSPC-SP12/NACE No. 5, all surfaces shall be cleaned
in accordance with WJ-3/SC2. Pre-existing profile should be ap-
proximately 2 mils (50 microns). Prime any bare steel the same
day as it is cleaned or before flash rusting occurs.

Iron & Steel (immersion service)

Remove all oil and grease from surface by Solvent Cleaning per
SSPC-SP1. Minimum surface preparation is Near White Metal
Blast Cleaning per SSPC-SP10/NACE 2, or SSPC-SP12/NACE
No. 5. For SSPC-SP10/NACE 2, blast clean all surfaces using
a sharp, angular abrasive for optimum surface profile (2-3 mils /
50-75 microns). For SSPC-SP12/NACE No.5, all surfaces to be
coated shall be cleaned in accordance with WJ-2/SC2 standards.
Pre-existing profile should be approximately 2 mils (50 microns).
Remove all weld spatter. Prime any bare steel the same day as it
is cleaned or before flash rusting occurs.

Concrete and Masonry

For surface preparation, refer to SSPC-SP13/NACE 6, or ICRI No.
310.2R, CSP 2-3. Surfaces should be thoroughly clean and dry.
Concrete and mortar must be cured at least 28 days @ 75°F (24°C).
Remove all loose mortar and foreign material. Surface must be
free of laitance, concrete dust, dirt, form release agents, moisture
curing membranes, loose cement and hardeners. Fill bug holes, air
pockets and other voids with Steel-Seam FT910. Primer required.

Follow the standard methods listed below when applicable:
ASTM D4258 Standard Practice for Cleaning Concrete.

ASTM D4259 Standard Practice for Abrading Concrete.

ASTM D4260 Standard Practice for Etching Concrete.

ASTM F1869 Standard Test Method for Measuring Moisture Vapor
Emission Rate of Concrete.

SSPC-SP 13/Nace 6 Surface Preparation of Concrete.

ICRI No. 310.2R Concrete Surface Preparation.

Concrete, Immersion Service:

For surface preparation, refer to SSPC-SP13/NACE 6, Section
4.3.1 or 1.3.2 or ICRI No. 310.2R, CSP 2-3.

Surface Preparation Standards

Condition of ISO 8501-1 Swedish Std.

Surface BS7079:A1 SIS055900 SSPC NACE
White Metal Sa3 Sa3 SP5 1
Near White Metal Sa25 Sa25 SP10 2
Commercial Blast Sa2 Saz2 SP6 3
Brush-Off Blast Rusted 8a31t 5 (S:aS1t 5 g;; 4

; uste -

Hand Tool Cleaning  pitteq & Rusted D St 2 DSt2 Sp2
Power Tool Cleaning siLtJSte 8 g% g 8 g% g %E g

Temperature:
Air & surface: 40°F (4.5°C) minimum®*, 110°F (43°C)

maximum

*For application at 35°F (1.7°C) to 40°F (4.5°C), specific guidelines are
required:

+ Air & Surface temperature conditions must be expected to remain stable
or improve for a period of four hours.

» Environmental controls (dehumidication, heating, forced-air ventilation)
are recommended to maintain acceptable application conditions.

+ Final cure must be confirmed in accordance with ASTM D5402, "Assess-
ing the Solvent Resistance of Organic Coatings Using Solvent Rubs".
Test shall consist of 50 double rubs with MEK. Test shall confirm no loss
of DFT, and no coating residue on rubbing cloth.

The material should be 85°F-130°F/29°C-54°C (vary as needed
at the mixing block for optimal atomization based on tip size an
pump pressure.. Do not heat above 140°F/60°C.

Relative humidity: 85% maximum

APPLICATION EQUIPMENT

The following is a guide. Changes in pressures and tip sizes may
be needed for proper spray characteristics. Always purge spray
equipment before use with listed reducer. Any reduction must be
compliant with existing VOC regulations and compatible with the
existing environmental and application conditions.

Reduction ........................ Not recommended
Clean Up ....ccccccevrrvvcnnnns MEK (R6K10) or R7K104
Plural Component Equipment
Pump.....coooii WIWA DUOMIX 1:1, Graco Extreme
Mix, Graco XM, or Graco XP
Pressure........ccccccvvvnnnnns 4000 psi
HoSe....oo oo 3/8" ID
TP oo 021" -.025"

Pump heater setting....... 70 -80
Material temperature at
guUN tip e 85°F-130°F (29°C-54°C)
(vary as needed)

Brush ... For stripe coating and repair only
Brush.......coooeiiiiiii. Nylon/Polyester or Natural Bristle

Roller .........cccoooiiiiiiiien. For stripe coating and repair only
COVEr .ot 3/8" woven with solvent resistant core

If specific application equipment is not listed above, equivalent
equipment may be substituted.

www.sherwin-williams.com/protective

continued on back
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APPLICATION PROCEDURES

PERFORMANCE TiPs

Surface preparation must be completed as indicated.

Mixing Instructions: Mix contents of each component thoroughly
using low speed power agitation. Make certain no pigment remains
on the bottom or the sides of the can. Then combine one part by
volume of Part A with one part by volume of Part B. Thoroughly
agitate the mixture with power agitation.

To ensure that no unmixed material remains on the sides or bottom
of the cans after mixing, visually observe the container by pouring
the material into a separate container.

Apply paint at the recommended film thickness and spreading
rate as indicated below:

Recommended Spreading Rate per coat:

Minimum Maximum
Wet mils (microns) 18.0 (450) 22.0 (550)
Dry mils (microns) 18.0 (450) 22.0 (550)
~Coverage sq ft/gal (m?/L) 73 (1.8) 89 (2.2)

*Can be applied up to 60.0 mils (1500 microns) dft if required.

Theoretical coverage sq ft/gal
(m?/L) @ 1 mil / 25 microns dft 1568 (38.4)

NOTE: Brush or roll application may require multiple coats to
achieve maximum film thickness and uniformity of appearance.

Drying Schedule @ 20.0 mils (500 microns):

@ 40°F/4.5°C @ 77°F/25°C @ 100°F/38°C
50% RH

To touch: 6 hours 1 hour 35 minutes
To handle: 8-12 hours 3 hours 55 minutes
To recoat:

minimum: 6 hours 1 hour 35 minutes

maximum: 14 days 14 days 14 days
Foot traffic: 8-12 hours 3 hours 1 hour
Curetoservice: 36 hours 24 hours 12 hours
Pot Life: 7 minutes

Sweat-in-Time: None required

Application of coating above maximum or below minimum
recommended spreading rate may adversely affect coating
performance.

CLEAN UP INSTRUCTIONS

Clean spills and spatters immediately with MEK, R6K10. Clean
tools immediately after use with MEK, R6K10. Follow manufac-
turer's safety recommendations when using any solvent.

DiscLAIMER

The information and recommendations set forth in this Product Data Sheet are
based upon tests conducted by or on behalf of The Sherwin-Williams Company.
Such information and recommendations set forth herein are subject to change and
pertain to the product offered at the time of publication. Consult your Sherwin-
Williams representative to obtain the most recent Product Data Information and
Application Bulletin.

Repair of Pitted Tank Bottoms
Extensive, deep pitting:

Options:

Option 1 ..Ai)ply a full wet coat, by spray application, of Fast
Clad Epoxy Primer. Follow with rubber squeegee to
work material into and fill the pitted areas. After recom-
mended drying time, aﬁpl a full coat of Fast Clad ER
at recommended film thickness.

Option 2 ..Apply Dura-Plate UHS Clear Laminant Resin with 1%
oz fiberglass mat over the pitted areas. After recom-
mended drying time, aﬁpl a full coat of Fast Clad ER
at recommended film thickness. )

Option 3 ..Weld new steel plates, or use puddle welds, as required
_to repair pitted areas. Coat areas as recommended.

Shallow pitting, isolated areas:

Options:

Option 1 ..Same as number 1 above. ) ) )

Option 2 ..Apply Steel Seam FT910 as required to fill the pitted
areas. Coat areas as recommended.

When using spray application, use a 50% overlap with each pass
of the gun to avoid holidays, bare areas, and pinholes. If necessary,
cross-coat spray at a right angle.

Spreading rates are calculated on volume solids and do not include
an application loss factor due to surface profile, roughness or po-
rosity of the surface, skill and technique of the applicator, method
of application, various surface irregularities, material lost during
mixirgg,_lgpillage, overthinning, climatic conditions, and excessive
ilm build.

No reduction of material is recommended as this can affect film
build, appearance, and adhesion.

Stripe coat all crevices, welds, and sharp angles to prevent early
failure in these areas.

Do not mix previously catalyzed material with new.
Do not apply the material beyond recommended pot life.
Remove and solvent clean tip housing every 20-30 minutes.

For Immersion Service: ﬁif required) Holiday test in accordance
with ASTM D5162 for steel, or ASTM D4787 for concrete.

When using an OAP quorescenté)iquent system, use the Fast
Clad Epoxy Primer, with a non-OAP containing Fast Clad ER
topcoat color.

Guidance on techniques and required equipment to inspect a
coating system incorporating Opti-Check OAP Technology can be
found in SSPC-TU 11.

Refer to Product Information sheet for additional performance
characteristics and properties.

SAFETY PRECAUTIONS

Refer to the MSDS sheet before use.

Published technical data and instructions are subject to change without notice.
Contact your Sherwin-Williams representative for additional technical data and
instructions.

WARRANTY

The Sherwin-Williams Company warrants our products to be free of manufacturing
defects in accord with applicable Sherwin-Williams quality control procedures.
Liability for products proven defective, if any, is limited to replacement of the de-
fective product or the refund of the purchase price paid for the defective product
as determined by Sherwin-Williams. NO OTHER WARRANTY OR GUARANTEE
OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED,
STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUDING MER-
CHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.

www.sherwin-williams.com/protective
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8820 222M Street SE, Woodinville, WA 98077
Phone (425) 483-1616 o Fax (425) 485-1754
e-mail: sales@nortoncorrosion.com

% NORTON CORROSION LIMITED

March 16, 2015

HNTB
Attn: Thomas Schnetzer
600 108" Avenue NE
Bellevue, WA 98004

Subject: SR-520 PONTOON DRYDOCK GATE
SUMP CORROSION INSPECTION
TECHNICAL MEMO

Dear Mr. Schnetzer:

On March 11, 2015, Norton Corrosion Limited (NCL) personnel completed a follow-up
inspection of the gate for the SR-520 pontoon drydock construction facility. This inspection was
requested to examine coating failure along with aggressive corrosion within the gate sump.

Findings

A visual inspection of the clips (which were coated during the previous float-out) shows
substantial coating loss. Similar coating failures were also found on the gate in areas where the
coating was previously repaired. The gate coating originally required a 7 day cure time prior to
submersion. Since the gate was never out of service for more than a few days, cure time was
never sufficient.

A review of the front submerged side of the gate indicated that although there was some coating
loss, the anodes were functioning as designed. Anode wear was relatively minimal as
anticipated.

Significant corrosion was found on the base of the dry side of the gate. This area (Image 1) sits
in standing water. Since the sump is located on the dry side it cannot be protected by the
aluminum anodes on the front. Previous testing indicated that the standing water in the sump
had a resistivity of 180-ohm-centimeters, which is classified as “aggressive” with respect to
corrosivity. The carbon steel in the sump is electrically continuous with the stainless steel clips
and studs. Since the coating did not adhere properly to the clips, the corrosion cell between the
two dissimilar metals was substantial, resulting in significant pitting (Image 2-3).

Recommendations

To resolve the corrosion issues, the coating should be repaired per the manufacturer’s
recommendations for submerged use. Additionally, as a secondary method of preventing
corrosion, galvanic ribbon anodes should be installed in the sump. The combination of coating
repairs and cathodic protection will greatly reduce the corrosion rate.
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Anode Calculations

The length of the Sump is approximately 110-feet long and 8-inches deep. The amount of
submerged steel would be the depth of the gate x the length (110 x (8’/12”)) giving a
surface area of 73.3-feet?.

For the purpose of this design, the coating quality will be 50%. This will account for a
significant coating failure over the next several years.

The CP system will only need to protect uncoated surfaces, or 50% of 73.3-feet? which is
37-feet?.

Based on the NACE engineering handbook, consider using 7 milliamps (mA) per square
foot of exposed metal. 7 mA x 37 = 259 mA will be required.

Calculate the resistance of a 110 foot anode, laid in the sump from end to end.

Anode resistance - based on using zinc ribbon (+ Size) 0.875" x 0.625" x 110’ feet long,

0.00521 x 8 x L
R= p{ln —1)

L

R = anode to water resistance

p = water resistivity (180 ohm-cm)

D = calculated diameter of anode in feet (0.83” = 0.07")
L = anode length (110°)

0.00521 = Unit conversion factor

R=

0.00521 x 180 ( 8 x 110 '
In -1
110 L 0.07 )

R =0.072 ohms

Driving voltage of zinc to steel

V = 1.1 volts - 0.70 volts = 0.40 volts

Current output
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e Anode Life

o 132 1bs x 90% x 85% _
Life = = 16 years
23.75 Ibs/amp - year x 0.259 amps

Therefore, a segment of zinc ribbon laid inside of the trench from end to end will provide
sufficient protection and satisfy the 12 year design life. For ease of installation and removal, the
anode will be cut into two 55-foot sections and connected at each end. This will make removal
and installation easier.

A proposed drawing of this installation has been provided along with a cut sheet of the anode
ribbon.

Anode/wire connections - ROM estimate = $1,000.

NCL appreciates the opportunity to be of service to HNTB. If you have any questions or
additional concerns, please contact our office.

Sincerely,

. 7
Matt Slosson Eric Shadle, P.E.
NACE CP Specialist #7783 Manager of Engineering

P:\Documents\ENGINEERING\20123_HNTB_520_DD_Gate_Sump_Tech_Memo_R1
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Image 1: Water filled sump between the gate and the concrete. A stainless steel clip
is used to secure the seal to the carbon steel gate. Coating failure, combined with
dissimilar metals, resulted in aggressive corrosion in a relatively short period of time.

Image 2:

Most of the corrosion occurred adjacent to the stainless steel clip.
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Image 3: Corrosion on the bottom right corner of the gate. At this location
there is another stainless steel clip running vertically. There is more stainless
steel at this location, which explains why the penetration occurred here.
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Extruded Zinc Anodes

Chemical Composition (%)

Al Cd Fe (max) Pb (max) Cu (max) Zn
Type 1 0.1-0.5 0.02-0.07 0.005 0.006 0.005 Balance
—> Type I 0.005 max 0.003 max 0.0014 0.003 0.002 Balance
High Purity 0.003 max 0.002 max 0.001 0.003 0.001 | 99.995 min

Electrochemical Properties

Open-Circuit Voltage Closed-Circuit Voltage Actual Capacity Current Efficiency
(-V respect to Cu/CuSOs) (-V respect to Cu/CuSOs) (A-h/1b) (%)
Type 1 > 1.05 > 1.00 353 95
—t Type I > 1.10 > 1.05 335 90
High Purity > 1.10 > 1.05 385 90
RIBBON (DIAMOND SHAPE)
Dimensions Weight
Type AGn) | B(Gn) | C (ft/coil) D (in.) (Ib/f0)
Super 1 1-1/4 100 0.185 2.4
Plus 5/8 | 718 200 0.135 1.2
. Standard 172 w 9/16 500,1000,3600 0.130 0.6
2 sTeeL coRe Small 132 | 1532 1000 0.115 0.25
RIBBON (RECTANGULAR SHAPE)
Dimensions Weight
‘ A (in.) B (in.) C (ft/coil) (Ib/ft)
A
¥ 0.135" STEEL CORE 3/4 3/8 1’000 083
ROD Dimensions (in.) Weight
(Ib/ft)
A B
0.550 0.079 0.74
0.750 0.135 1.37
0.840 0.135 1.72
1.050 0.135 2.68
A B STEEL CORE 1.315 0.135 4.20
1.561 0.188 5.92
2.024 0.188 9.95
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Subject: Cycle 6 Float Out Gate Repairs
Project: SR 520 Pontoon Construction
Submitted: April 7,2015 4:46 pm

Status: Completed

Description:
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Drawing No.
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Cost Impact

Reviewed by Construction Manager?
HNTB Response

Design Calculations Required?
Accepted by Design Team?

Kiewit-General, A Joint Venture
5620 112th Street East
Puyallup, WA, 98373-3206

1) Additional corrosion was found on the dry side of the gate in the sump at the basin floor
intersection. Norton Corrosion recommends recoating the SS clips and adding a zinc
extruded anode in the sump. Is the solution from Norton in the linked Casting Basin Design
Review Submittal 80 acceptable?

2) Weld repairs were necessary on the barrier wall of T1 this cycle due to corrosion. Any divot
was filled with E7018, and those deeper than 1/8” had a %" backer plate welded to the front
side that extended 1” past the weld area. Repairs were performed by certified welders as
witnessed by a CWI who also performed magnetic particle testing instead of UT. UT testing
was deemed not practical. Linked are photos and CWI report. Are the repairs made in the
linked Weld Repairs document acceptable?

3) During the re-installation of the vertical perimeter seal on T1 at GL1, one SS stud sheared
and another cracked. KG removed the studs and under the supervision of a CWI using a
certified welder, replaced both studs. The welder was not certified for stainless, but the CWI
approved him to perform the weld as allowed per D1.6. Sherwin Williams approved the use
of Fast Clad ER to touch up the coated areas damaged by welding. Linked are pictures of
the repairs, CWI field report, and the signed letter from Sherwin Williams. Are the repairs
made to the studs acceptable?

4) The cure to service duration was not clear based on the information provided in the
product data sheet of Duraplate 235. Sherwin Williams clarified in the linked letter that a 5
day cure based on thickness, temperature and humidity is acceptable. They also clarified
that after 4 days the perimeter seals could be re-installed. Is the data provided by Sherwin
Williams acceptable to follow?

WSDOT 9-06 - Structural Steel & Related Material
A2- Casting Facility Construction

S2 - Casting Basin

T7-Structural Steel

1000

Yes

1. As documented in Submittal 80, the Norton recommendations are acceptable.

2. The pictures included with the RFI appear to be in accordance with the KPFF provided
email direction, and in accordance with the repairs documented in the Cycle 6 gate field
report. It also appears that a few other locations requiring repair were found after
sandblasting, and repaired in accordance with the KPFF recommendations. Magnetic
Particle Testing is acceptable in lieu of UT testing.

3. The RFI does not note the stud preparation. Per the original recommendations, the
existing stud and weld should be prepared, and a new stud should be welded per plan.
Based on the coating manufacturers recommendations, the Fast Clad ER system is
acceptable for paint touch up at the seal stud repairs. The original KPFF recommendations
required the welder to be certified to perform stainless steel welding. As noted in the RFI, the
inspector approved the welder to perform the welds per AWS D1.6 and all welds were
determined to be acceptable. Assuming proper preparation, with successful stud and
coating repair, this solution is structurally acceptable.

4. Based on the coating manufacturers recommendations and assuming proper curing

conditions and duration, the Sherwin Williams recommendations are acceptable.
No

Yes
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